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Dear business friends:

Siempelkamp continues to close the gaps in its service chain. Therefore, synergies within our Group 
can be used effectively for many purposes. The more complete the range of our products, the more 
appealing our offerings will be for our worldwide customers who want to make use of the advantages 
arising from our ‘all from one source’ concept. 

The Siempelkamp review for 2009 illustrates this development from two perspectives: On the one 
hand, this report will provide an extensive overview about our Group’s diverse service offerings which 
we have consistently expanded in 2009. On the other hand, this report points out the achievements 
which we recorded with the help of our ‘single-source’ concept during the previous year. Without 
the synergies of all companies belonging to our Group, this success story would not have been 
possible. 

Against this background, this annual report answers two questions: To what extent did the global 
fi nancial and economic crisis impact our objectives? And, to what extent did we succeed in placing 
our services within these general conditions in the best possible way and manage to counter these 
uncommon infl uences in 2009 with a long-term solid concept? 

The answer to question one: Against the background of the fi nancial and economic crisis in 2009, 
the business results for all three fi elds of activity have been positive in 2009. Though the total order 
value of 329.8 million Euros was clearly below the record setting results of 2007 and 2008, the 
total turnover of 555 million Euros and an EBITDA margin of 8% let us be very satisfi ed with the 
results for 2009. 

Foreword

Executive Board of G. Siempelkamp GmbH & Co. KG

(from left to right): Dr.-Ing. Hans W. Fechner (CEO), Michael Szukala



The company fi gures for 2009 confi rm our statements from the last year: Siempelkamp braves the 
economic crisis and makes consistent use of opportunities. Our facilities will be used to full capacity 
again in 2010 and we will continue to be in the black. Meanwhile the project situation is improving 
and the order quantity is increasing. We are profi ting from our export opportunities in the growth 
markets of the world – China, South America and Russia.

The answer to question two: We owe it to our strong business plan and the unbroken trust of our 
customers that the Siempelkamp Group achieved the second best business result in the history of 
the company in 2009. 

The relationship to our customers is strong and durable. Due to our ‘all from one source’ concept, 
this relationship has become very appealing in the markets and sectors which we represent and 
has paid off in many ways. In 2009 we have continued to consistently diversify our portfolio and 
we have closed the service chain with targeted acquisitions of companies. In this way, we provide 
answers and solutions to many questions and challenges with which worldwide customers 
entrust us. 

We invite you to follow both story lines through this report. You can expect a vivid look at 
Siempelkamp in 2009!

Dr.-Ing. Hans W. Fechner     Michael Szukala
CEO
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Business develop-
ment in 2009

‘All from one source’ is Siempelkamp’s guideline for the company’s business activities. Established in 
numerous world markets, the success of our Group is based on its solid foundation as a 125-year-old 
family business. 

Today Siempelkamp is made of three strong pillars which reconcile the experience and visionary 
entrepreneurship according to the company’s motto ‘traditionally a leader in innovation’. The 
machinery and plants, casting technology, and nuclear technology business units with their highly 
specialized products and technologies pursue individual market strategies and are global market 
leaders in different industrial sectors. 
Synergies and highly effi cient networks are implemented wherever opportunities to provide every-
thing from one source present themselves. 

This principle is put into action by the individual business units in their markets. An example is the 
machinery and plants business unit which supplies customers with complete plants for the production 
of wood-based panels. The 100% ownership of our company locations and our international branch 
offi ces support this strategy. The result is a higher vertical range of manufacture! 

Business development of the Siempelkamp Group 
The fi nancial turmoil triggered by the United States real estate crisis in 2008 led the global economy 
into the worst recession since the end of World War II. The business activities collapsed equally in all 
industrial nations. Even the previously fast-growing emerging markets had to experience setbacks. 
The gross domestic product in Germany dropped by up to 5% and exports fell by an average of 
14.7% in 2009. Also in 2009, global production and world trade decreased by 1.1% and 11.5% 
respectively.

Sales trend

Thanks to its strong and stable business concept, Siempelkamp nevertheless recorded positive 
results for 2009. With an annual turnover of 554 million Euros, we fell short of our previous year 
result by 19%. However, against the background of the overall economic conditions, we achieved 
an acceptable result. 
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Siempelkamp, Krefeld, Germany

Total order value 

Against the background of the economic crisis year, it is not surprising that the total order value of 
the Group did not reach the record highs of the previous years. With 330 million Euros, we never-
theless achieved an acceptable total order value, especially when comparing this result to the total 
order value of the entire German machinery and plant manufacturing sector. Our order backlog of 
919 million Euros will result in the utilization of our full capacities into 2011. Regarding our 
overall performance, we have done well with 546 million Euros and are at 84% of the previous 
year result of 650 million Euros.

Compared to 2007 and 2008, when business was booming, the Siempelkamp Group has also 
achieved a good position in 2009. Despite the global economic crisis, the Group recorded the 
second-best result in the company’s history. All our national and international production facilities 
were at full capacity. 

Strong teams – high added value

The higher the skill level of a team, the higher the company’s quality of the added value. 
Numerous training and education initiatives are targeted to familiarize our employees with new 
technologies and machines. 

On the December 31, 2009 cut-off date the Group employed 2,631 people (2008: 2,635). 
Additionally, we had 115 trainees in all three business units, who are starting their future career 
at Siempelkamp. We have increased the number of trainees by fi ve from 2008 to 2009. 
We have maintained the same number of employees in 2009 and were able to keep our highly 
qualifi ed employees on staff. 

We pay special attention to the advancement of our trainees as well as to the training and education 
of our young engineers, managers and experts. This task is supported by universities and other 
educational facilities, a foundation, and by a high degree of personal commitment. 



Plant expansion with foundation for the large vertical lathe

Narrow-gap welding machine

Research, development, investments: top performance instead of standstill

Even diffi cult general conditions, such as a global fi nancial crisis, do not justify a standstill in regard 
to innovations. Once again, in 2009, all three Siempelkamp business units consistently focused on 
new projects and technologies in order to not let the challenges of today become the critical 
problems of tomorrow. Our activities in the areas of research and development also confi rm these 
efforts. 

In the area of machinery and plant engineering we concentrated our activities on the development 
and the building of machines for wood-processing and the gluing of chips and fi bers. With our 
excellent know-how and our diverse technologies we have entered new market segments. Biomass-
fi red power plants and pellet facilities have expanded our range of products. In the area of metal 
forming, we developed new high-performing open-die and closed-die forging presses. 

In cooperation with well-known research institutes, the projects in our casting technology unit 
focused on the further development of materials used in the areas of nuclear technology and wind 
power industry. 

Projects concentrating on high velocity oxygen fl ame spraying as well as on the optimization of 
production methods by increasing the recycling rate for casting components could be successfully 
completed in 2009 by our nuclear technology business unit. It is planned to further advance the 
fl ame spray development with special emphasis on the technical implementation. 

The same goes for our investments. Though, compared to last year, slightly more moderate in scale, 
investments remained at a high level. Investments in intangible assets and plant and equipment 
amounted to 16 million Euros in 2009 and resulted in numerous upgrades. 
On the one hand, these upgrades were aimed at keeping machinery and production locations up 
to date. On the other hand, we invested in optimizing business processes and in equipment for our 
Krefeld location.
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A 250 t (276 US tons) upper 

bolster during installation

Our machinery and plants business unit invested a total of 12 million Euros in 2009 in the up -
grading of machinery and in plant expansions. Siempelkamp Foundry made investments amounting 
to approx. 2 million Euros which were mainly used for a new employee building as well as the 
introduction of a new ERP system. Our casting technology unit has dedicated their efforts to using 
available resources more effi ciently for company operations and to optimizing business processes. 
Investments in our nuclear technology business unit amounted to 1.8 million Euros. They primarily 
pertained to replacement and expansion investments for the manufacturing plant in Mülheim and 
the smelting plants as well as to a new ERP system.

Machinery and plants 
Siempelkamp has been building hydraulic presses and complete systems for more than 125 years. 
Our products have an excellent reputation in the wood-based materials, metal forming, as well as 
rubber and gypsum fi ber industries. 

Together with its subsidiaries, Siempelkamp Maschinen- und Anlagenbau GmbH & Co. KG stands 
for outstanding full service regarding complete wood-based material plants including auxiliary 
plants, such as energy systems. 

Sales trend 

With 360 million Euros, the sales volume in 2009 was 19% lower than in our record year 2008. 
The decrease in turnover can be attributed to invoice timing reasons associated with the equipment 
acceptances in 2009. The overall operating performance was also reduced by 20% to 358 million Euros.

Total order value

In the machinery and plants business unit, the total order value amounted to 200 million Euros 
which was considerably lower than last year’s total order value of 502 million Euros.

The machinery and plants business unit has maintained its leading position on the world market 
for equipment for the wood-based materials industry. The full use of our capacities resulted in very 
positive results. After a weak fi rst half-year, an upturn of the investment climate became apparent 
in the second half-year of 2009 which was refl ected in our total order quantity. The end of the eco-
nomic downswing in summer of 2009 can be clearly attributed to impulses from foreign countries. 
A total order value of 628 million Euros ensures the use of our capacities into the year 2011.



Employees

On the December 31, 2009 cut-off date, the machinery and plants business unit employed 1,614 
people. Furthermore, 69 trainees (2008: 63) were employed. Although the total number of employees 
is the same as at the end of 2008, against the background of personnel changes within the business 
unit, this number is not a static one. Due to the acquisition of Hombak, the number of employees 
increased by 52. At the Krefeld location of the machinery and plants business unit, the number of 
employees rose by 12 from 2008 to 2009. In contrast, on the cut-off date, Siempelkamp Handling 
Systeme (SHS) employed 54 people less than in 2008. Normal personnel fl uctuation also caused a 
slightly lower manpower at our Wuxi production location compared to last year. We are still focusing 
on centralizing our know-how at our Krefeld location. Thus, our customers benefi t from shorter 
turnaround times, high effi ciency, and our ‘all from one source’ principle. 

A new position in the area of personnel development was created in Krefeld in 2009. This position 
focuses on succession planning in a targeted and structured way and pursues the effective positioning 
of the Siempelkamp label in the job market. Six recently hired young engineers, who are supported 
within the scope of a mentoring program, are contributing to the long-term safeguarding of the 
Krefeld location. 

Our trainees also play an important role in our employee strategy. We have reorganized our training 
and education program which is now tightly integrated into our personnel development at the 
Krefeld location. This allows us to manage more effectively that every trainee will fi nd the optimal 
position in the right job and at the right location. 2009 was the second year for our virtual trainee 
company ‘MiniCompany’ (MiCo). Here, trainees from all business units engage in projects that are 
modeled after actual Siempelkamp projects. These projects which focus on transferring knowledge, 
gaining practical experience, and learning how to network within the company are enthusiastically 
implemented by all trainees. They have contributed to the fact that in 2009 we have once again 
been awarded with the title ‘Best apprenticing company’ by the Chamber of Commerce and Industry 
Krefeld/Mittlerer Niederrhein (lower Rhine region).

The MiniCompany with its manufactured press
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    Change   Change   Change   Change    Change
  2009 2008 in % 2009 2008 in %  2009  2008 in % 2009 2008 in % 2009 2008 in %

Machinery and
plants business unit 200.2 502.0 –60.1 628.3 787.8 –20.2 359.9 484.9 –25.8 357.5 445.7 –19.8 1,614 1,614 –

Nuclear technology 
business unit 96.0 106.2 –9.6 118.9 128.9 –7.8 101.3 85.4 18.6 100.1 87.6 14.3 541 510 6.1

Casting technology 
business unit 47.2 199.8 –76.4 181.8 255.3 –28.8 105.4 121.7 –13.4 101.2 127.9 –20.9 471 506 –7.0

Holding – – – – – – 4.3 4.3 – 4.3 4.3 – 5 5 –

Consolidation –13.5 –9.5 – –9.6 –10.6 – –16.7 –15.1 – –17.3 –15.5 – – – –

Group total 329.9 798.5 –58.7 919.4 1,161.4 –20.8 554.2 681.2 –18.6 545.8 650.0 –16.0 2,631 2,635 –

Trainees              115 110 0.5

              2,746  2,745 –

*End of period Dec. 31

Siempelkamp Group consolidated in million Euros

  Total order value  Order backlog Sales volume Total performance Employees*

4’-ContiRoll® during installation

Our development of talented people is topped off with the Eugen-Siempelkamp-Foundation. This 
foundation supports young engineers and skilled workers within the scope of a development and 
foundation program and, in this way, rewards outstanding performances. Siempelkamp pays the 
tuition fees for up-and-coming talented people who have decided for dual training, an especially 
diverse qualifi cation. This develops the long-term association of important resources to our company. 

Wood-based materials industry

Just as in many other industrial sectors, in the wood-based materials industry the fi rst six months 
in 2009 were characterized by a wait-and-see attitude. In light of the global economic situation, 
hardly any business made large investments. In the second half of 2009, the investment climate 
revived. Although the extent of the investments did not reach the highs of the previous years, this 
was a pleasing trend.

We primarily recorded a stable growth in our South American markets. Brazil was a driving force 
due to the consolidation tendencies in the country. The Big Players in the wood-based materials 
industry repositioned themselves. In June 2009 the Chilean Arauco company expanded its market 
shares by acquiring the Brazilian plant Tafi sa/Pien. Duratex S. A. and Satipel Industrial S. A. merged 
to one company. Thus, they formed the largest wood-based material manufacturer in South America, 
of which the punch on the market is immense. In the course of 2009 it became apparent for 
Siempelkamp that the waiting period in South America had come to an end. Masisa in Chile 
commissioned us with a modifi cation project and Cuyoplacas in Argentina announced a new 
particleboard plant.



Blatnice, completed discharge bunker

Russia was strongly affected by the fi nancial crisis. Projects were put on hold because the support 
of banks was missing and public fi nances were not available. One project, however, could already 
be reactivated in 2009 with other customers expected to follow shortly. 

Securities were established in the Republic of Belarus in the course of the year. For us this meant 
the release of an order for a complete particleboard plant for the Ivatsevichdrev company. Here, a 
government guarantee ensured the approval of the consumer credit. Thus, a project which is regarded 
as a positive signal for the economies of both involved countries could start. Furthermore noteworthy 
is the fact that this order includes all components which are needed for a complete plant, and there-
fore relies on Siempelkamp’s single source concept!

Despite the high capacity expansions carried out in the last few years, we received promising projects 
from the Turkish market. For Kastamonu we are developing a particleboard line at the Gebze location. 
The same customer commissioned us with an effi ciency increase of an MDF plant at the Kastamonu 
City location. Orma, another Turkish customer, ordered a complete particleboard line from us in 
2009. 

Our successful activities in South Asia are a special highlight regarding our business development 
in 2009. After a period of absence, Indonesia is back in the market. For us this is refl ected in a 
reactivated order from Sumatera Prima Fibreboard. With the help of our MDF technology for super 
thin boards, the family business is advancing to be the largest MDF manufacturer in the country! 
Another project was reactivated by Indonesia Fibreboard Industry.

Thailand’s market presented itself as highly active – a lasting trend due to the fact that this country 
has a well-rationalized timber industry with suffi cient resources. Within the scope of a complete 
particleboard line, Metro ordered all machines from Siempelkamp. Our ‘all from one source’ concept 
once again hit the mark.

From China we experienced a slight hold-up due to fi nancing issues. The demand for our 4’-Conti-
Roll® concept, however, did not slow down. The fi rst of such presses for MDF started operation in 
2009. This press has demonstrated how in line our concepts are with the market in regard to the 
economy and location-related general conditions. The success of this concept is confi rmed by four 
more orders for 4’-ContiRolls® in 2009. This is a trend that seems to continue.

Wuxi, production
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The demand from the European markets has been sluggish but not stopped. Some customers used 
the fi nancial crisis to carry out modifi cations. Within the scope of modifi cation projects, we sold 
our products and services to our customer Egger. In this way, Siempelkamp supplies an attractive 
service aspect. Operators of existing plants use our modifi cation packages in order to bring their 
equipment up to date, and thus they are ensured many more years of successful operation. 

Positioning in the market

Siempelkamp Maschinen- und Anlagenbau GmbH & Co. KG used the period of the fi nancial crisis 
to optimally position itself for the future. Our strategy: A minority interest in companies supporting 
our service chain is not enough. It makes more sense to tie these companies closer to our Group 
and to help shape developments, decisions, and strategies together. Consequently, we separated 
from PAL/IMAL and modifi ed our relationship to our Italian subsidiary CMC Texpan to the effect 
that Siempelkamp holds a majority stake as of January 1, 2010. Furthermore, we integrated 
Hombak Maschinen- und Anlagenbau GmbH into our Group. With these steps we have set another 
milestone towards offering complete production lines for the wood-based materials industry 
ranging from the wood-yard to the fi nished laminated board. 

Our intention for a high level of vertical integration is supported by our local Siempelkamp production 
facilities. Our motto is: ‘We manufacture in-house and apply our own procedures.’ Our production 
facilities are located in Wuxi, China and Blatnice, Czech Republic. From here, we are able to reach 
our customers quickly and generate higher added value within the Siempelkamp Group. This can 
be expressed in effi cient production hours as follows: Our headquarters in Krefeld records 340,000 
hours per year, Wuxi 295,000 hours and Blatnice 83,000. Due to our higher shareholding in CMC 
Texpan, its Rumanian production facility in Dimeco is brought closer to us and our standards. 

Thin MDF line in Turkey



Cast component for a 50,000 t (55,116 US tons) press 

in the machining center

When it comes to making a decision about fi nancing large projects such as lines for the production 
of wood-based materials, banks focus mainly on the question ‘Who is responsible?’. Our building 
and installation concept makes us an attractive contractor for each customer. We believe in the 
bundling of complete subsections. In the context of fi nancing, this makes us a more transparent and 
comprehensively responsible partner. Our local installation centers support this strategy and supply 
local markets with all needed competences. In Malaysia we have been present with our own 
installation center since 2009, which is assigned to our team in Singapore. 

What technical innovations have we placed on the market in 2009? Without a doubt, our compe-
tences regarding our new modular glue blending system for chips and fi bers with integrated glue 
kitchen for the accurate preparation and dosing of the glue mixture are an important milestone. 
These glue kitchens are equipped with the latest fl ow meters and have been tested in Siempelkamp’s 
laboratory. The advantage for the customers include: The innovative software and high-tech com-
ponents save tremendous amounts of glue! Here too, Siempelkamp develops and manufactures this 
product in-house; our new glue blending systems are supplied complete with software and switch-
gear from one source. The results include a quicker and clearly arranged installation, higher availability 
of the line, and fi rst-class board quality. 

We have also demonstrated our technological leadership in the area of thin board production in 
2009. Here, we can present two clear convincing factors: groundbreaking procedures and the 
undisputed best machine which achieves a stable output at very high production speeds. Four lines 
installed in 2009 are fi rst-class references confi rming that we meet the requirements of our customers 
precisely. Here, we continue to push the limits while maintaining high quality. While in the past we 
achieved boards with a thickness of 1.5 mm, our process can meanwhile produce boards at 1.2 mm 
with optimal results. Siempelkamp-made components have also proven themselves, such as our 
compactor. High reliability is the corresponding quality mark which we ensure! 

In 2009 we have achieved the objective to supply our customers with the comprehensive know-how 
for complete wood-processing plants from one source. Beyond our optimized partial concepts, we 
have succeeded in supplying integrated concepts which do not only captivate as a strategy but also 
economically. The ‘all from one source’ concept decreases production costs tremendously! Our 
consistently fi ne-tuned wood-processing technology, used in the areas of biomass-fi red power 
plants and pellet processing, also makes an impact here. This too will open up sustainable concepts 
for the future wood-based materials industry for us and our customers. 

Outlook

Due to a high order backlog of 628 million Euros, the machinery and plants business unit has an 
excellent starting position for 2010 and the following years. Contributing to this position is the 
expectation that the investment activities in Eastern Europe, Russia, and the former CIS countries 
will recover and grow stronger respectively in the second half of 2010. Furthermore, the strengthening 
of our modifi cation and service business will remain one of our company’s most important strategies. 
The consistent expansion of our production capacities combined with the complement of our investment 
portfolio will fully utilize our production locations into 2010. 



Business development Siempelkamp

14  15

Metal forming – market development 

Despite the fi nancial crisis we recorded a positive level of orders in 2009. A slight anti-cyclical trend 
became apparent in the metal sector with a stable growth primarily in the following areas:
• aviation business – Structural & Engines
• power generation
• transport

At the beginning of February 2009, the metal forming unit recorded the receipt of the fi rst installment 
for the large press order from Alcoa. Through a modifi cation, the 50,000 t (55,116 US tons) press 
in Cleveland, Ohio will be the most state-of-the-art and effi cient forming press in its class. We are 
contributing the engineering and the cast components to this project. The scope of supply consists 
of 14 large cast parts for the upper, lower and moving beams, as well as the foundation stands. 
Ten of these castings weigh between 200 and 250 t each (220 and 275 US tons). As the world’s 
only manufacturer with the knowledge to design presses of this magnitude and the ability to 
produce castings of this size, Siempelkamp received the order. 

Within the framework of the order, Siempelkamp analyzed the design from the 1950s, carried out 
calculations according to the Finite Element Method and optimized the construction according to 
the latest technology and a given maximum component part weight. Here, the effectiveness of the 
Group’s internal resources including the areas of design, calculations, engineering, and casting 
pro cesses became apparent. These resources provide customers with a high degree of quality 
assurance and fl exibility. 

Shortly thereafter we received an order from China for an open-die forging press for the production 
of forgings made of carbon steel, stainless steel, and titanium alloys as a pre-product for sub-
sequent processes. This order proves that our focus on the so-called BRIC countries has been 
successful. 

Between March and September the economic crisis peaked. Several promising projects were 
canceled. Financially sound companies, however, made use of the drastically decreased prices for 
steel by investing. Thus, we were able to obtain the order for a complete forging line from a French 
manufacturer in October 2009. This line manufactures semi-fi nished parts for airplane components. 
In November 2009 we received an order from India for a side member press. Siempelkamp has 
supplied this type of press already three times to India which demonstrates our market leadership 
position in this area. 

Complete forging line



Magnesium treatment inside the pouring ladle

We completed the year with the receipt of the last installment for the Alcoa order for the manu-
facturing of the forgings for the large press.

Positioning in the market

During the period of the economic crisis, the following has proven itself for the metal forming 
business unit:
• broad product range in the area of hot and cold forming 
• consistent market penetration of BRIC countries
• focus on growth areas including aviation, power generation, and transport
•  consistent use of the in-house resources of the Siempelkamp Group including design, 

calculations, engineering, casting production, machining, and installation

In 2009 we took important steps towards becoming an integrated systems provider. An example is the 
supply of a complete forging line. In addition to the press, we delivered the integrated manipulator 
control system. Furthermore, we were able to place our equipment in complex process chains. For 
the entire titanium production process, from the mine to the drive unit components, from the 
compacting press, to the open-die forging press, to the closed-die forging press, Siempelkamp 
equipment is used. This is only possible because Siempelkamp knows the production processes 
inside and out. 
With our innovative strength, we can offer technically sophisticated machines and plants to our 
markets. These products come with characteristics which provide customers with special benefi ts:
• precision:   For side member presses the parallelism between press table and crossbeam can 

be controlled within a tolerance of 1 mm over a length of 12 m
• press capacity:   construction of presses with a capacity of up to 72,000 t (79,366 US tons) and 

extremely high eccentric loads; cycle times for the production of large parts is 
under 17 seconds

• reliability:  for new installations is 98%
• ramp-up times:  from start-up to full production under six weeks 

Outlook

At the end of 2009 we noticed an active demand from the markets. This demand will grow stronger 
and expand in 2010. We will continue our successful market penetration strategy and focus on the 
driving forces in different industrial sectors. Furthermore, we will continue to orientate our product 
range to the system concept.

Casting technology

The casting technology business unit including the companies Siempelkamp Giesserei GmbH and 
Siempelkamp Giesserei Service GmbH has become one of the leading global manufacturers for large 
and heavy castings made of nodular cast iron. The foundry industry, including our company, was 
also impacted by the worldwide economic crisis in 2009. A high order backlog due to a high total 
order quantity in 2008 ensured us a solid foundation for 2009.

Market development

The areas of energy industry and mill building have been relatively stable. The production of containers 
for the nuclear industry, which we built in cooperation with our subsidiary Siempelkamp Nuklear-
technik GmbH, remained at a high level in 2009. The number of orders we received from the area of 
wind energy was also satisfying. 

Other sectors, however, were massively impacted by the economic crisis, for example the building 
and automobile industries. For this reason, we were not able to achieve the projected production 
level for cast parts in 2009. In the second half of 2009, we were forced to reduce the hours worked 
by 20% in some areas of our casting technology business unit. 
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Positioning in the market

Compared to the European market, the positioning of Siempelkamp Foundry is very stable. 
This can be attributed to several circumstances:
On the one hand there is our balanced portfolio for the different sectors that we supply; on the 
other hand the trust of our customers in us and the long-term stable supply relationship resulting 
from this trust.
The fl exibility that we use to react to the different market mechanisms is also noteworthy. 
We have used the crisis to start programs aiming at effi ciency increases and further improvements 
of the product quality. Furthermore, we have gained new customers in foreign countries. 

Sales trend

Due to the good order backlogs and the high number of new orders in 2008, we were able to 
maintain our sales volume at the 2007 level. Nevertheless, the sales volume of 105.38 million 
Euros fell 14% short of the previous year fi gures. In view of the short processing time for our 
projects, we have achieved a respectable capacity utilization despite the losses we experienced. 

The share of foreign sales amounted to 47.5% in 2009 which is slightly higher than in 2008 
(44.2%). The European countries other than Germany represent 60.1% of this fi gure. 

Total order value

Due to the exceptional situation and certain extraordinary effects in 2008, the total order value 
went down to the expected level in 2009. 
An order backlog of over 180 million Euros guarantees the use of our capacities well into the 
year 2011.

Employees

At the December 31, 2009 cut-off date, we employed 471 employees and 30 trainees. This number 
refl ects 35 less full-time employees compared to the previous year. 

Outlook 

Well-fi lled order books allow for a good starting position in international competition in 2010 and 
the following years.
We are expecting new orders primarily from the following sectors: energy conversion (the planning 
phase for many offshore wind farms goes into the implementation phase), raw materials extraction, 
and general machine building. In these sectors we are especially well-positioned and are anticipating 
increased production in 2010. 
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Foundry products



Nuclear technology

Profi ting from the dynamic business in the industry as well as from investments in an improved 
infrastructure, the nuclear technology business unit achieved a very pleasing result. 

A sales increase of 18%, an order backlog of 118.9 million Euros, a consistently optimized and 
diversifi ed portfolio, trendsetting company acquisitions, the development of subsidiaries and sales 
organizations, as well as successful quality assurance are factors that contribute to the further 
expansion of the national and international market position of this business unit. 

Market development / positioning in the market 

The globally rising energy demand and the reliable assurance of the supply at economically acceptable 
costs are major topics in world politics – even before the climate debate started. Even within the 
group of leading industrial nations, the approaches to solving this issue are very different. 

In Germany nuclear technology is regarded as a phase-out model. Currently, only the repeal of the 
decision to phase-out and possible limited lifetime extensions for the equipment are considered. 
Corresponding political resolutions are not to be expected until fall 2010 in connection with the 
energy program announced by the German government. Regardless of these delays, among the 
operators the willingness to resolve long-term investment bottlenecks can be recognized. Further-
more, retrofi t programs performed in operating nuclear power plants demonstrate that a lifetime 
extension is anticipated, at least for the newer plants.

In global terms this situation presents itself in a different way. Life extensions for nuclear power 
plants in countries including the USA, Switzerland, Sweden as well as the Netherlands have been 
resolved. Countries including Italy and presumably Sweden, which decided to phase out nuclear 
energy in the 1980s, have made construction decisions to reinstate nuclear energy. France wants 
to replace older nuclear power plants with the generation EPR (European Pressure Reactor) in the 
medium-term. 

The development of existing power plants for the safeguarding of increasing energy demands has 
been resolved in China, India and Russia. The implementation is in progress. With the decision to 
erect four power plant units, the United Arab Emirates also focus on their future energy supply. 

As a result of these diverse developments, happening primarily on international grounds, Siempel-
kamp Nukleartechnik is changing from a nationally to an internationally acting company. We have 
reinforced our international orientation with subsidiaries in the USA and Great Britain. Starting out 
as companies with marketing, consulting, and coordinating tasks at fi rst, it has become apparent 
that especially in the case of the MOTA Corporation (today Siempelkamp Nuclear Services Inc.), 
which was acquired in the USA, the operational delivery and service business started soon.

Stud tensioning machine in action
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Sales trend

The sales volume for the nuclear technology business unit in 2009 amounted to 101.3 million 
Euros. Compared to last year (2008: 85.4 million Euros), this number refl ects an increase of 18%. 

Total order value

The total order value in 2009 amounted to 96 million Euros; this fi gure exceeded the plan
(82 million Euros) by 17%. At the end of 2009 the order backlog was at 118.9 million Euros. 
Positive milestones against this background include: The area of engineering was able to stabilize 
and continue the good number of new orders of the last years. Among other projects, we 
received orders for Core Catchers, lifting beam assemblies for reactor pressure vessel heads and 
internals as well as a complete contract for crane assemblies within the scope of new EPR projects 
(European Pressure Reactor). 

The developments in the area of smelting plants in 2009 have been very positive. CARLA, Siempel-
kamp’s smelting plant for low-level radioactive waste, could not process the same amount of 
waste as in the previous year. However, with the fi rst order from Sizewell for the processing of 40 t 
(44 US tons) metal waste, CARLA succeeded in entering the British market. Our chemical melting 
plant GERTA continued to process waste at the same positive level as in 2008. 80% of the order 
volume came from abroad. It was especially supported by deliveries of chemically contaminated 
metal waste from the Dutch gas industry. With an inventory for one year, the use of all capacities 
in 2010 is already secured. 

Employees

Corresponding to the high capacity utilization of our company, we have increased the number of 
employees. At the end of 2009 we employed 541 employees and 19 trainees. Compared to last 
year’s cut-off date, this is an increase of 31 employees and fi ve trainees. 

Furthermore, we pay special attention to the advancement of our trainees as well as to the 
training and education of our young engineers, managers and experts. The development of our 
own training workshop at our Mülheim, Germany, production facility has proven itself. 

We have also continued supporting schools and universities in 2009. With our personal commitment 
we accompany internships, seminar papers, as well as diploma and Bachelor’s theses. Oftentimes 
these activities result in the hiring of new qualifi ed engineers and business majors, who are 
integrated into our experienced team. 

Outlook

With the existing energy supply tasks and Germany’s position on energy politics in mind, we 
continue to focus on an international orientation. 
Based on a very good order backlog we see our opportunities primarily in an improved diversifi cation 
of our portfolio. A diversifi ed portfolio will result in broader market positioning especially in the 
engineering fi eld. 

Against this background, Siempelkamp Nukleartechnik is confi dent about the future. The further 
development of the global economic crisis must here be critically observed. If the energy supply 
declines due to a low economic performance, impacts on energy providers and their propensity 
to invest cannot be excluded.
 
Altogether, our diverse and attractively positioned product range as well as the extension of our 
customer base allow for an optimistic outlook and a successful 2010 business year! 

Top AREVA supplier
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Siempelkamp’s machinery and plants business unit plans, designs, and builds forming 

and press lines and complete plants for the wood-based materials industry producing 

particleboard, MDF/HDF, OSB and wood-fi ber insulation as well as gypsum-fi ber 

boards. 

The forming and press lines are the centerpiece of each plant and are setting the technical 

standards. They are equipped with the continuous ContiRoll® press, the world’s fastest 

press with speeds of up to 2,000 mm/second for four to fi ve feet wide boards, precise 

mat-forming machines, as well as with the pre-heater Contitherm® for OSB and MDF 

production. 

Next to the continuous presses with a daily board output of 500 m³ to over 3,000 m³, 

Siempelkamp also builds single and multi opening presses. 

Plants that Siempelkamp has completely equipped are operating worldwide. 

All core components including equipment for wood preparation and gluing, dryers, 

forming and press lines, storage, cut-to-size and board handling technologies as well as 

the complete automation and visualization are all from one source. Siempelkamp Energy 

Systems provides the associated energy systems with outputs of 12 to 85 MW.

In cooperation with the plant planners, the installers and start-up personnel, we supply 

turn-key plants which are some of the most effi cient and reliable worldwide. 

With each plant comes life-long service including spare parts supply from Europe, 

America, and Asia as well as a 24-hour hotline in case of a disaster. 

A specifi cally established department for plant modifi cations and upgrades improves 

the effi ciency and reliability of older plants with standardized modifi cation packages. 

For the surface fi nishing of particleboards and MDF, Siempelkamp offers complete 

laminating lines on the basis of melamine-coated papers.

Short-cycle presses are used to laminate furniture boards or laminate fl ooring which 

contributes to an extended added value. 

Siempelkamp is the world market leader for machines for the production of wood-

based material type boards. 

Complete program for the 
wood-based materials industry
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Engineering: consulting and planning for a good start 

The foundation for the high technical level of our wood-based material plants is laid by our Siempelkamp planning experts. Over 

60 years of experience and the planning experience of approx. 500 plants provide customers with comprehensive benefi ts. These 

benefi ts include quick installations, best use of available resources and a steep ramp-up curve for the plants after start-up. 

Our engineering specialists offer a complete program which lives up to the increasing demands of our sector. Plants that process a 

daily board output of 3,000 m³ and more have to be based on a sophisticated concept. 

Our services:

• technological consulting and support with permit procedures

• project studies including resource and energy needs calculations

• planning of complete production plants for all wood-based materials

• technological start-ups

• optimization of the production process in regard to technology and economy 

• upgrades, expansions and modifi cations of existing plants

Close to reality – plant visualization in 3-D



Engineering in 2009:
Twelve start-ups – ten new planning projects

In 2009 our planning specialists were primarily occupied with 
projects in South America and Asia. With four start-ups we 
successfully completed projects in Brazil. Five plants started up 
in China of which three plants were accepted by the customers 
in 2009. One plant each was started up in Turkey and Thailand. 
We received new orders for project planning from China (3), 

Indonesia (2), the CIS countries (3), Thailand and Chile in 2009. 
Our planning specialists traveled to plants in many parts of the 
world to optimize and assess plants as well as to provide tech-
nological support. The project planning for several new plants 
was also carried out over the course of the year. 

l t l i

A new service we are offering is the system planning in 

3-D which offers our customers even more reliability 

and clarity. 

Technological start-up of a plant 
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Wood-processing know-how: 
comprehensive orders in 2009

For the new particleboard line for our customer JSC Ivatsevichdrev 
in the Republic of Belarus we will supply: a drum dryer designed 
for a material throughput of 53 t per hours, four knife-ring fl akers 
which will each produce 10.5 t of chips per hour at a thickness of 
0.6 mm, two surface layer mills and all mechanical conveyors. In 
the scope of this order we will also supply fi ve discharge fl oor 
systems with four sliding frames and round silo discharge systems 

each, one particle separator, one roller screen, and four oscillating 
screening machines. The supply of a stationary mat forming 
machine with a capacity of 1,000 m³/22.8 h is also included. The 
WindFormer provides for a dense and closed surface. 
The overall effect of this service bundle includes the following: 
excellent cleaning of the chips, impeccable chip quality, best 
separation of core layer and surface layer chips, fi rst-class 
forming of the mat, highest fi nished board quality! 

Wood processing technology: from the wood-yard to the fi nished chip 

Material reduction or separation, conveying, cleaning or storing: Our  wood processing 

technology is a strong link of the Siempelkamp service chain which offers, from 

one source, complete production lines from the wood-yard to the fi nished, laminated 

board. 

Our specialists have the experience of many decades. This always guarantees 

high quality for fl aking processes as well as for the production of wood chips. The 

portfolio includes drum fl akers for pre-cut timber, universal drum fl akers, drum 

chippers, rest wood shredders, and butt end equalizers. For the reduction of recycling 

wood of all kind, crushers and hammer mills are used. The processed material can 

be used for further processing or for boiler fuel. 

No matter which technology for the material reduction is used, our customers 

benefi t from high effi ciency, quality chips and low wear costs. 

Dosing bin for particles prior to glue blending Chipper used at the Krefeld production

View to wood-yard and debarking planty



Additional orders were received from Metro in Thailand and SPF 
in Indonesia in 2009. These orders included knife-ring fl akers 
which will each produce 12.4 t of chips per hour at a thickness 
of 0.6 mm, surface layer mills, secondary crushers, three drum 
chippers, mechanical conveyors as well as dosing bins, round-silo 
systems with discharge systems, particle separators, oscillating 
screening machines, roller screens, and rotor debarkers. 

We offer innovative products in the area of dry chip cleaning: The fi rst chip cleaners 

removing impurities from chips made of recycled materials were developed in the 

1990s. After we updated them with technical and technological solutions, we 

reintroduced these cleaners to our range of products. 

In the area of separation technology, we supply screening equipment which provides 

for a gentle handling of the material to be screened as well as for effi cient separation 

into the required fractions. Oscillating, drum, disk and roller screens fulfi ll every 

requirement with an accurately fi tting screening process. 

We also believe in mechanical and pneumatic conveyor systems that are custom-

made to meet the requirements of the customer, the plant and the material that has 

to be transported. This guarantees low-maintenance and trouble-free operation 

during production. The exact analysis of the line capacity, the integration of existing 

Gravimetric separator Knife-ring fl aker

Dry chip cleaning l
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We have sold two of our new glue blending systems.

In July we supplied a fi ber bin for MDF to Art Progress in the 
Ukraine. In September we supplied several component parts 
for MDF lines to our Chinese customers Guodong I and II. This 

delivery each included a cleaning system for chips, a chip screen, 
a magnetic separator and surface area weight scales. The ad-
vantages for the customer include excellent chip cleaning from 
metal, sand, and stones as well as a high effi ciency screening 
of the material. Another benefi t: Because the operation of the 

equipment provided by the customer, and an intensive dialogue with end-customer 

result in an optimal layout.

Bin and silo systems are important for the intermediate storage of chips, fl akes, 

fi bers and strands. 

The gentle handling of the incoming material is important for the following 

process. 

Exact dosing allows consistent material feed to downstream aggregates. Our 

metering bins guarantee the safe discharge of chips, fi bers and strands. 

Due to an improved leveling system and electronic weighing devices used to 

control material dosing, the new dosing bins have a positive impact on dosing 

consistency and resource effi ciency during gluing. 

Glue blending system for MDF 

Oscillating screen for chipssc g screen for chi



surface area weight scale is unaffected by temperature fl uctuations, 
excellent weighing accuracy is guaranteed. 
For our customer Giriu Bizonas from Lithuania we installed and 
started up in 2009 a mat-forming width adjustment system and 
material recycling screws which were implemented within the 

scope of the modifi cation of a mat-forming machine for particle-
boards. 
The result is a better market image due to higher production 
fl exibility. 

Glue blending is undoubtedly an extremely important part of the production process 

of wood-based boards. The correct, consistent and accurate dosing and mixing of 

particles, glue, and additives is the precondition in achieving a board with good 

mechanical properties. Our new state-of-the-art glue blending system with integrated 

glue kitchens for accurate preparation and dosing of the glue mixture and separate 

components provides customers with considerable savings. These glue kitchens are 

equipped with the latest fl ow meters and have been tested in Siempelkamp’s

laboratory. The advantage for the customers include: The innovative software and 

high-tech components save tremendous amounts of glue! Furthermore, the plant 

reliability, especially for MDF plants, is signifi cantly increased due to an installed 

pressure equalizer with automatic shut-off. 

Mat-forming system for particleboard production during installation

Storage silog
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Energy plants: one plant acceptance, three new orders 

Our customer Egger in Austria accepted in 2009 an energy plant 
as part of the existing particleboard plant. Key data include: a 
fl ue gas capacity for the dryer of 20 MW and a thermal oil 
capacity of 16 MW at a fi ring capacity of 37.9 MW. Next to 
completing this project, we received three new orders for energy 
plants from our customers SPF in Indonesia, Art Progress in the 
Ukraine and Metro in Thailand.
SPF commissioned us in 2009 with the engineering, delivery, 
installation and start-up of an energy plant for an MDF line. 
This energy plant will provide 22.4 MW of fl ue gas for the dryer, 
6.3 MW of thermal oil capacity and 12.1 MW of steam at a fi ring 
capacity of 43.0 MW. Art Progress ordered for an MDF line an 
energy plant with 35 MW of fl ue gas for the dryer, 10.4 MW of 
thermal oil capacity, and a steam output of 25 MW at a fi ring 
capacity of 73.5 MW. The Metso particleboard plant shall be 
powered by an energy plant with 39 MW of fl ue gas for the dryer 
and 7 MW of thermal oil capacity at a fi ring capacity of 48.3 MW.

Energy systems: effi cient by utilizing production byproducts as fuel 

In 2007 Siempelkamp added another signifi cant component to the business strategy 

of providing complete plants. The company can now provide energy plants with an 

output of 12 to 85 MW for the stable process heat supply in wood-based material 

production plants. 

Whether in the form of thermal oil for the press, steam for the refi ner, and fl ue gas 

for the dryer needed in the MDF, particleboard or OSB production, our energy 

system concepts are customized to meet customer demands and existing general 

Wood feed to the chipper

Energy plante a



conditions. By using recycled material from board production, our energy systems 

are extremely economical for our customers. Our experience is based on over 

50 installed plants worldwide. 

Biomass combined heat and power plants are new to our program. These plants 

are trendsetting concepts because biomass-fi red cogeneration plants open up 

tremendous economical advantages. Our teams offer comprehensive support 

starting with the preparation of the biomass, to the burning inside the energy 

plant, to the generation of electricity. 

Energy plant for Art Progress
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Dryers: custom-made solutions

2,000 drying systems installed worldwide demonstrate a distinguished market 

representation. The scope of supply includes fl ash tube dryers for fi bers as well as 

directly and indirectly heated drum dryers for particles and strands as well as sugar 

beet shavings. For industrial drying on a large scale, we offer single-stage and 2-stage 

fi ber fl ash tube dryers. Our customers benefi t from energy savings and a reduction of 

the exhaust air. In-house developed heating systems and burners as well as automation 

systems according to the latest technology complement our drying systems. 

Our service strategy is also based on an integral approach. Our services range from 

the planning and construction of individual dryer systems, to the delivery of the 

component parts and the economic manufacture of large components close to 

their fi nal destination, such as drums, to the installation and start-up as the 

completion to many successful projects. 

Disassembling of an old particle dryerbli f ld ti l

Dryers 2009: eleven system start-ups – 
nine new orders 

In 2009 many orders were successfully completed. A total of 
eight single-path drum dryers were started up in the particle-
board plants of our customers Pfl eiderer Prospan (Poland), 
Fibraplac and Satipel in Brazil, Riba (Indonesia), Egger St. Johann 
(Austria) and Egger Rion-des-Landes (France), Yildiz Sunta 
(Turkey) and Sheksna (Russia) of which six were accepted by the 
customers. At the MDF plants of our customers Duratex (Brazil) 
and Yildiz Entegre (Turkey), a fi ber dryer each started operation 
whereas the dryer for Duratex is the largest type ever built with a 
drying capacity of 97 t/h bone dry. At Egger St. Pölten in Austria 
we started up a third indirectly heated drum dryer to replace an 
older model. 

Many different customer demands lead to individually customized 
solutions. In 2009 our customers ordered a total of fi ve single-
path drum dryers, three fi ber dryers and one coal dryer which 
were all custom orders. Within the scope of an order for SPF from 
Indonesia we will supply the core components and the engineering 
for the fl ue-gas heated fi ber dryer. 
Guodong in China ordered two fi ber dryers for which we supplied 
the core components and the manufacturing drawings.
The complete Siempelkamp plant concept for our new customer 
JSC Ivatsevichdrev from the Republic of Belarus is complemented 
by a complete single-path drum dryer for particles. Regarding the 
heating system, the customer decided for a combination of burner 
and energy plant. 
We received our fi rst order from India: Star Panel Boards Ltd. is 
using a used dryer, which will have to be adjusted to the con-
ditions of the new location, for the production of particleboard. 
Here, the scope of supply includes the new main components 
such as the burner, switch gear, drum internals as well as the 
complete engineering including the documents the customer 
would need to manufacture parts at the location. We received 
three more orders for single-path drum dryers from Metro 
(Thailand), Egger St. Johann (Austria) and Masisa (Chile).
A coal dryer completes the list of new orders received in 2009. 
This dryer will be supplied to the German RAG in Ibbenbüren. The 
company mines anthracite coal from approximately 1,500 m 
deep within the ground. With the goal to raise the production 
output, RAG ordered a plant for the drying of anthracite including 
an exhaust air treatment system. The installation and start-up of 
the equipment are scheduled for summer 2010. 

Particle dryer at Duratex/Satipel Taquari, Brazil

World’s fi rst: largest MDF dryer at Duratex, Agudos, Brazil
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ContiRoll® results in 2009:
a total of seven accepted presses, fi ve presses in progress, 
four installations, four times ‘fi rst board’, eight new orders

Our reference product, the ContiRoll®, has not lost any of its 
power of persuasion in the global markets during 2009. In Brazil 
four new ContiRoll® presses passed the acceptance tests in 2009: 
Berneck started operating on a 9’ x 27.1 m press for MDF, Fibraplac 
on a 9’ x 33.8 m press for particleboards, and a 9’ x 38.7 m for 
particleboards was started up at Satipel in Taquari. Especially 
pleasing was the acceptance of a record-size ContiRoll® press for 
MDF at Duratex in Agudos. The 200th ContiRoll® has the enormous 
length of 77 m (230 ft). The press force is supported by 93 frames 

through which the endless board with a thickness ranging from 
2.5 to 37.3 mm moves. With a board thickness of 15 mm, a daily 
board output of 2,400 m³ is achieved. This fi gure corresponds to 
a yearly board output of 800,000 m³. The board size produced at 
Duratex is 2,850 x 5,600 mm (9.4 x 18.4 ft). Duratex has been a 
customer of Siempelkamp for many years. The business relation-
ship between both companies has existed since the 1950s. In the 
last few years alone, the Brazilian wood-based materials manu-
facturer from São Paulo has purchased four lines from Siempel-
kamp.
Additional acceptance tests were completed in Thailand for our 
customer Vanachai for a 8’ x 38.7 m ContiRoll® press for MDF 
and in China for Dare VI for a 8.5’ x 37.1 m ContiRoll® for MDF. 

ContiRoll® –

continuous press 

for wood-based 

materials

Duratex/Satipel Taquari, Brazil



A 4’ wide line was accepted by Lishui III in China (for details see 
4’-concept).
Five ContiRoll® presses were in progress in 2009: At Guodong I 
and II in China a continuous 8’ x 27.1 m press for MDF/HDF is 
being built. A 9’ x 23.8 m press for MDF is in progress at our 
Indonesian customer SPF. The work on a 9’ x 23.8 m ContiRoll® 
for MDF at Berneck in Brazil is also progressing, as well as the 
7’ x 28.8 m press for particleboard for Ivatsevichdrev in the 
Republic of Belarus.
The following four presses are in the installation stages: a 7’ x 
18.5 m press for particleboard at our Russian customer Ugra Plit, 
at Art Progress in the Ukraine a 9’ x 35.4 m press for MDF/HDF 
and at Yingang II and III a 8’ x 33.8 m ContiRoll® each for MDF. 
All construction sites are in full swing. 
The lines of four customers started operation in 2009. A ‘fi rst 
board’ could be pressed at Yingang, Huqian and Guangxi in China 
on MDF-type ContiRoll® presses as well as at Yildiz Sunta in 
Turkey on a ContiRoll® for particleboard.
We are especially thrilled about the eight new orders for forming 
and press lines with ContiRoll® technology we received in 2009. 
Four of these orders are for our 4’-concept, which has turned out 

to be an optimal solution for the special requirements of the 
Chinese market (for details on the customers and orders see 
section 4’-concept). We also received four orders for ‘large’ Conti-
Roll® presses for the production of particleboard from customers 
in Thailand, Indonesia, and Turkey. Metro (Thailand) ordered a 
8’ x 40.4 m ContiRoll® in 2009. Chanang Indah decided for a 
8’ x 28.2 m press. From Turkey we received orders from Kastamonu 
and Orma. These customers purchased a 7’ x 37.1 m ContiRoll® 
press each for the production of particleboards.

Double diagonal saw downstream of the ContiRoll®

ContiRoll® technology: continuously good – and getting better!

Among the continuous wood-based material presses, the ContiRoll® maintains the top position and has made Siempelkamp the world 

market leader. This press is the centerpiece of a forming and press line producing all board-type wood-based materials. Its components 

for success include short installation times, quick start-ups, a stable ramp-up curve and high availability. 

Hardly any other Siempelkamp product is as well-known, in such high demand, and so clearly associated to technical progress as the 

ContiRoll®. The fi rst ContiRoll® was introduced to the market in 1985. This press was 16 m (52.5 ft) long and achieved a daily board 

output of 300 m³. Almost 25 years later, daily board outputs of more than 3,000 m³ are possible. More than 220 press lines in three 

different sizes (4 and 5’, 6 to 10’ and 12’) have been installed for our customers to date. 

Siempelkamp’s competence for plants manufacturing thin MDF with a thickness ranging from 1.5 to 4.0 mm is unique in the industry. 

Due to our technology allowing production speeds of up to 2,000 mm/second, this sophisticated product can be produced extremely 

economically and with high quality. The thin MDF product is becoming more and more popular in the market and is increasingly 

replacing thin fi berboards produced with a wet-manufacturing process. 

Wood-based materials industrySiempelkamp Machinery and plants
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4’-press concept: a hit in 2009

Among the seven ContiRoll® presses accepted in 2009 is one 
4’-press: Lishui III in China celebrated in May 2009 the passed 
acceptance test for a 4’ x 33.8 m ContiRoll® for MDF and HDF. 
Especially with the more recent projects it shows how successful 
the 4’-concept has penetrated the market. Three Chinese customers, 
Huayi Wood, Luyuan III and Tiyan Yuan, have signed contracts. 
Huayi Wood and Luyuan III ordered identical production lines 
including three 4’ x 38.7 m ContiRoll® presses. Two of the 
4’-ContiRolls® are going to be supplied to Huayi Wood and will 
be used at the Shaoguan location in the Guangdong province to 
produce HDF/MDF. Huayi Wood is a new customer to Siempel-
kamp and to the European technology of the market leader in 
the area of continuous presses. 
At the Shaowu site in the Fujian province, the press for Luyuan III 
will also produce HDF/MDF. Including the press for this project, 
Luyuan will operate a total of three Siempelkamp presses. The 
scope of supply for both orders includes the forming and press 
line starting with the mat-forming machine as well as a double 
diagonal saw with roller conveyor, thickness gauge, and blister 
detection. Each of the three presses provides its customers with 

a yearly capacity of 120,000 m³. The delivery of the presses to 
Huayi Wood as well as Luyuan III is scheduled for the second 
quarter of 2010. Tiyan Yuan decided to buy a shorter 4’-Conti-
Roll® with a length of 33.8 m. This press will also produce MDF. 

4’-concept: the perfect solution for the Chinese market

Our ContiRoll® design 0 provides a solution to the specifi c requirements of the 

Chinese market with the 4’-concept. Despite their small size, these presses are 

outstanding on the market. In principle, the smallest press of the ContiRoll® family 

has all the features of the large presses, this includes the best pressure distribution 

of all times, very low thickness tolerances, quick start-ups, stable ramp-up curves, 

and unsurpassed high availability. 

In addition to these general advantages of the ContiRoll®, the 4’ version offers a 

broad spectrum of advantages which are benefi cial to customers in specifi c market 

situations. 

Frames of the 4’-ContiRoll® during installation

4’-ContiRoll-C Ro ® during installation uring installation



The small 4’ model is especially interesting if certain conditions have to be met, for 

example, a high regional demand for MDF in the premium segment even with a 

short supply of raw materials. The conservative use of resources such as wood and 

glue is also an advantage especially compared to multi-daylight presses. To that 

effect the small ContiRoll® is suitable as a new investment as well as a replacement 

of an old multi-daylight press.

Another advantage especially for our Chinese customers: The popular Asian board 

sizes 4’ x 8’ as well as 4’ x 9’ can be produced directly. Thus, the 4’-ContiRoll® 

makes the need for a costly cut-to-size line obsolete. 

4’ wide ContiRoll® at Lishui III
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Multi-daylight presses 2009: three plants accepted – 
one plant in progress – one plant in installation 

We completed a total of three projects involving multi-daylight 
presses for customers in Turkey and China. A transformer board 
plant was accepted by our Turkish customer Enpay in June 2009. 
In September 2009, a 12-daylight press for doorskins was accepted 

by Yildiz Entegre in Turkey. The Chinese company Taizhou Xinhuan 
accepted a transformer board plant in April. Another transformer 
board plant for our customer Shun Power was in the process of 
being installed in 2009; a plant of the same kind for Shun Power 
is currently in progress. 

Single and multi-daylight presses for fi xed board sizes

For decades Siempelkamp daylight and steam injection presses have been well-

known names in the wood-based materials industry. These press types are optimal 

solutions when there is no need for varying board sizes or if special production 

processes require an alternative to using continuous press systems. These presses can 

produce the complete product range of wood-based materials – including particle-

board, MDF, HDF, doorskins and OSB. Our largest installed multi-daylight press to 

date achieves a maximum daily production capacity of up to 2,400 m3 of board.

For wet-manufactured products, we offer presses with up to 30 daylights. Further-

more, we supply single-daylight steam injection presses with a hot platen length of 

up to 25 m (82 ft). 

Installation of a multi-daylight press st on of a multi-daylight p

Doorskin plant at Yildiz Entegre Transformer board press at Taizhou
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Short-cycle presses 2009: four times in full action!

Our short-cycle presses have preserved their position in 2009. 
Our Brazilian customer Fibraplac accepted a 2,250 x 5,700 mm 
short-cycle press. This press is used for the production of furniture 
boards. 
A 2,250 x 5,800 mm press is in progress at Russian Laminate. 
The motto here is ‘Best of both worlds’. This short-cycle press line 
combines the advantages of an inline paper lay-up device with 
that of a crosswise paper lay-up device. In this way, the system 
incorporates solid high-speed paper lay-up for standard require-

ments on one side and high-speed paper lay-up with automatic 
fi ne-adjustment function for papers necessary for the production 
of highly sophisticated products on the other side. The design of 
the crosswise paper lay-up system was completely revised in the 
course of this order. The scope of supply includes a self-monitoring 
drive system with position-oriented control to ensure that the 
high requirements regarding precision will be met. This press is 
used for the production of furniture boards as well as laminate 
fl ooring. 

Short-cycle presses – versatile and precise

The number of products made of laminated particleboard, MDF or HDF is growing. 

Correspondingly, the demands on the surface-fi nishing of wood-based materials 

and the performance requirements of short-cycle presses increase likewise. 

The laminating division at Siempelkamp designs and markets short-cycle presses 

including loader/unloader, transport, storage and packing systems. 

Our portfolio also includes high-pressure laminating press lines (HPL lines) for the 

production of decorative laminates – high-quality and highly resilient products. 

If desired, we can equip our short-cycle press lines with logistics systems for the 

connection of adjacent production areas. In doing so, we provide complete 

Wood-based materials industrySiempelkamp Machinery and plants

Short-cycle press at Fibraplac, Brazil
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The installation of a 1,650 x 6,350 mm short-cycle press at Flake-
board III, USA, has progressed in 2009. This is already the third 
line at a third location for this customer. 
We received a new order from Brazil. Our customer Duratex 
ordered a 2,250 x 5,800 mm short-cycle press. The delivery of this 
press is anticipated for the second half of 2010. This is Duratex’s 
second order for this location. The current order includes a high-

performance line with two inline paper lay-up systems arranged 
in series in order to produce special products that require a charge 
lay-up with more than one paper for each side. Another benefi t: 
Reductions in output due to paper pellet changes are in this way 
minimized! 
A 4-daylight laminating press for Clouth in Poland has also 
passed the acceptance test. 

laminating plants including the order and warehouse management system as well 

as material fl ow control. 

Firmly-established in the market is our multi-piston press for short-cycle laminating. 

This press concept accommodates those manufacturers who frequently need to 

change their board sizes. 

Compared to a standard short-cycle press, a multi-piston press features an even 

pressure distribution for high board size variations. This even pressure distribution 

is achieved by arranging more press cylinders with shorter distances between them 

in length and cross direction. With individual hydraulic control of each press cylinder, 

precise adjustment of the pressure distribution is attained.

We also specialize in handling equipment designed for panels, decorative papers, 

paper lay-up systems, loader and unloader units, as well as storage system technology. 

Short-cycle press for the laminating of wood-based material boards
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Short-cycle press at Flakeboard III
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Finishing line technology 2009: worldwide success

With nine equipment acceptances and seven new orders, our 
fi nishing competence was in high demand in the course of many 
Siempelkamp-exclusive projects. Duratex (Brazil) accepted cooling 
and stacking, sanding, and packing lines as well as a storage 
system. A special feature is the 200 mm pressure beam saw (book 
saw) with a daily capacity of up to 3,000 m³. A fl exible shared 
connection of three production lines, sharing one fi nishing line, 
was implemented at Fibraplac (Brazil): The customer accepted a 
cooling and stacking line, a storage system, a sanding line with 
inline saw and a packing line. 

Finishing lines: Siempelkamp competence downstream of the press

Siempelkamp provides excellent fi nishing lines for board-type materials. We develop 

and supply solutions essential for the fi nishing of wood-based material boards 

(e.g., particleboard, MDF, HDF, OSB, wood-fi ber insulation board) including double 

diagonal saws, cooling and stacking, sanding and cut-to-size lines, storage systems 

and packing lines. We focus on adjusting our portfolio to higher production speeds 

and outputs. 

An optimally designed cooling turner as well as fl exible cooling programs are 

signifi cant requirements in achieving an optimal product quality. Our automatic 

stacking stations can stack jumbo stacks up to a height of fi ve meters (16 ft) as well 

as any order-related smaller stacks. 

Stacking line at Duratex Agudos

Formation of jumbo stack after cooling turneror on of jumbo stac er cooling turne

These and other fi nishing line products were also accepted by our 
customers Dare Suifenhe in China, Satipel Taquari in Brazil, Yildiz 
Sunta in Turkey and Lishui II in China. The latter regarded a saw 
assembly for trimming and cross-cutting. Modifi cations to sanding 
lines or to the automatic lay-up system for cover boards were 
accepted at Kaindl (Austria), Fiberboard Baruth (Germany) and 
Kastamonu Entegre (Turkey).
There were new orders in 2009 for our modifi cation and engineering 
services. We implemented modifi cations for our Polish customer 
Kronopol Zary, at Giriu Bizonas in Lithuania and at Kastamonu in 



Our storage technology also provides customized solutions. The scope of supply includes stack storage systems for jumbo stacks, overhead 

crane storage systems, gantry crane storage systems or high-rack storage systems. We individually decide which system is best tailored to 

a customer’s needs. The same goes for our sanding lines. Surface fi nishing is considered an important quality factor in the production of 

panel-type materials. Quick feeding technology, intelligent surface inspection as well as fl exible stacking systems contribute their part in 

turning a simple sanding line into a perfectly adjusted high-performance sanding line. 

Our innovative cut-to-size technology has always been known for its high precision and fl exibility. We offer individual saw systems as inline 

solutions – two-pass saw – or as angular cut-to-size lines with pressure beams. All solutions are characterized by their high reliability and 

low maintenance costs! 

In order to satisfy the versatile packing requirements of our customers, fl exible packing technology is needed. We offer semi- or fully auto-

matic packing systems which can be installed separately or integrated into the production plant. Here, we also adhere to our business 

strategy. As a provider of complete solutions our goal is to give full service in regard to organization as well as production technology. 

Turkey. These projects were all accepted by their respective 
customers in 2009.
Another order was received from Guodong in China: This customer 
ordered the engineering and supply of a cooling and stacking 
line, a storage system, and a sanding line with book saw. Here, 
two production lines will share a storage system and a fi nishing 
line. The scope of supply is going to be produced by our Chinese 
production facility in Wuxi. 

Our fi nishing line products will also be used in the course of 
other Siempelkamp projects including Ivatsevichdrev (Republic of 
Belarus), SPF (Indonesia) and Metro (Thailand). Ivatsevichdrev 
ordered a cooling and stacking line, a storage system and a 
fi nishing line. SPF ordered the same scope of supply as well as a 
book saw and a packing line from us. The scope of the order for 
Metro includes a cooling and stacking line, a storage system, a 
fi nishing line and a packing line. 

Cut-to-size line at Duratex Agudos
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Automation and control technology 2009: 
always on the pulse of Siempelkamp equipment 

Despite or because of the fi nancial crisis, 2009 can be regarded 
as a very successful year from the perspective of the Siempel-
kamp automation and control technology. 
For our Chinese customer Guodong we developed a control 
system for an MDF glue blending system. At Kronospan Sanem 
(Luxemburg) the start-up of new equipment took place in 2009. 

Control room at Duratex Taquari

Plant automation from a single source

‘The whole is more than the sum of its parts’ is the motto of the Siempelkamp 

experts for automation and control technology. They combine control system 

processes, control tasks, operation, and visualization into performance-strong 

automation solutions which can be optimally fi tted into the business processes of 

our customers. 

Our main focus is on plant safety and machine reliability as well as providing our 

customers with standardized and user-friendly interfaces. Furthermore, we con-

centrate on the optimal metrological and control-technical interplay between 

machine and control. These conditions make optimal product quality and effi ciency 

possible. Next to a high degree of standardization, we also offer concepts that are 

Here, we upgraded a line with the help of the new automation 
technology Sinamics with Motion Control. 
In addition to these individual projects, our automation and 
control technology has run like a basic thread through Siem pel-
kamp’s business activities. For all plants supplied in 2009 our 
specialists have provided the electrical engineering. Furthermore, 
they developed the new automation for Siempelkamp knife-ring 
fl akers.



customized to our customers’ needs. Our process 

control system Prod-IQ® is effective and helps to save 

resources. The system’s versatile modules cover such 

areas as production data management, quality control, 

maintenance, and service. Production fi gures are 

clearly represented and evaluated. The advantages for 

our customers: Process modeling and online quality 

control result in material savings (>2.5%) and 

increased production speeds (3 to 5%) while reducing 

the scrap material rate by 1%! 

Management data from Prod-IQg ®

Prod-IQ® 2009: more effi cient than ever

Against the background of the fi nancial crisis, Prod-IQ® could 
prove its superiority in 2009. This process control technology 
proves to be an essential instrument for our customers. By using 
all process and production data provided by this system, the 
customers can make the best use of their production plants. 
Especially in economically hard times, this proves to be a trump 
card. 
All new ContiRoll® lines are equipped with Prod-IQ.basics. In 2009 
we focused on the detailed inquiry of all material and energy 
consumption data for individual machines and aggregates. The 
evaluation of this data leads to an optimal and need-driven design 
of the plants. This saves customers investment and operational 
costs. 
With the order to fully equip two more plants (Prod-IQ.basics + 
business + quality including SAP-connection), Egger has continued 
its successful cooperation with Siempelkamp in the area of process 
control technology. A predominant part of all Egger plants is now 
uniformly equipped with Prod-IQ®. This means Egger consistently 
counts on quick and need-driven data in favor of complete trans-
parency and reproducibility of production processes.

Other business relationships of previous years also led to ex-
pansion projects in 2009. Laminex (Australia) ordered a second 
Prod-IQ.basics system for another plant after a fi rst system had 
been installed in 2008. Giriu Bizonas in Lithuania commissioned 
us to add the Prod-IQ.business module to a new plant that 
originally started operation with Prod-IQ.basics. The goal is to 
generate all needed evaluations and reports with Prod-IQ® only.
Our developmental focus of Prod-IQ® in 2009 was on further 
simplifying the system with the goal to reduce the commissioning 
work. The implemented SOA-Technology (Service-Orientated 
Architecture) in connection with the standardized scripting based 
on Microsoft.NET technology ensures not only a high technical 
system standard, but also simple and fl exible adaptability by the 
customer. This allows, with little effort, the use of our process 
control technology system including all its advantages with other 
machines, such as short-cycle and metal forming presses. 
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Industrial automation: 23 accepted systems in 2009

Our services in this business area have run like a basic thread 
through Siempelkamp projects in 2009. This comes as no surprise. 
According to the company’s ‘all from one source’ concept, 
Siempel kamp also provides electronic components including 
measurement and control technology as well as switch cabinets. 

In 2009, 23 switch gear assemblies were accepted. In the wood 
industry, these acceptances primarily concerned ContiRoll® press 
lines for MDF and three transformer board plants but also one 
particleboard plant and one short-cycle press.
In the area of metal forming we were involved with industrial 
electronics in Siempelkamp projects of all nature. Two open-die 

Industrial automation: specializing in top performances 

Within its complete range of products, Siempelkamp also specializes in highly custo-

mized industrial electronics and switch cabinet construction. Switchgear assemblies 

can be called the central nervous system of a plant. They supply all machines and line 

components with electrical energy and generate control signals for the automated 

process steps during production. At the same time, electrical cabinets also serve as a 

critical acquisition point for all current status information of the plant and processes.

Important characteristics such as plant availability and product quality are directly 

dependent on the quality of the electrical cabinets used. To meet this requirement, 

we offer our customers standardized and customized solutions. In a close dialogue 

with the plant operator, we fi nd out what system is the right fi t for the customer. 

Also noteworthy is our manufacturing expertise in the construction of measure-

ment and control technology equipment.

Switch cabinet in quality inspection 



forging presses, one crimping press, one forming press, a 
compacting press and a straightening press were equipped with 
our switch gear assemblies. A rubber press also received our 
industrial automation technology. 
Our expanded portfolio and the many applications of Siempel-
kamp presses and lines lead to a growing market penetration for 
Siempelkamp’s industrial automation fi eld. An important customer 
for us is Siempelkamp Tensioning Systems (STS), which we supplied 
with switch cabinets in 2009. Carrier Kältetechnik has to be pointed 
out as an external customer in 2009. 

We manufactured and supplied switch cabinets totaling 5 km 
(3.1 miles) in length!

Digital signal processing Electronics for measurement and control technology 

Switch cabinet 

construction at

Siempelkamp

46  47



Siempelkamp presses for metal forming have been well-known in the industry since the 

1920s. Customers worldwide show interest in our presses, plant engineering as well as 

process engineering. They profi t from a broad and diverse as well as specifi c program. 

One focus is on custom-made presses with large press forces. By request, Siempelkamp 

supplies presses as part of a complete system including the sensor technology, actuating 

elements, control technology, and hydraulics. Siempelkamp also designs and builds the 

entire oil-hydraulic and electronic controls for the equipment assuring perfect and reliable 

integration of all components. 

Next to planning and design, our scope of supply also includes calculations such as the 

Finite Element Method (FEM). Another important service feature: We are the only 

manufacturer in the world capable of producing castings in special dimensions in our 

own foundry. The scope of supply also includes the auxiliary systems for the manipulating, 

lifting, lowering, and transversing of the workpieces as well as the machining, installation 

and start-up of our equipment.

Metal forming

Installation of the dies, straightening press at Dillinger Hütte
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25/30 MN open-die forging 
press

Open-die forging press for airplane structural parts 
made of aluminum alloys 

In the beginning of 2009 we received the order for an open-die 
forging press with a press capacity of 25 MN for forging and 
30 MN for upset forging. This press has been designed for the 
open-die forging and bend-forming of aluminum alloys for the 
aircraft industry. The 2-column open-die forging press will manu-
facture fi nished forgings or semi-fi nished forgings to be used in 
subsequent closed-die forging processes. 
A technical highlight is that the central press cylinder is integrated 
into the upper beam and the piston is mortised into the moving 
beam. In connection with a guiding system in the x-axis, this 
design guarantees exact guidance of the movable beam over the 
entire press stroke even at high eccentric loads. 
The advantages of this press design for the customer include 
short delivery times, higher throughputs, improved quality of the 
forgings and, at the same time, higher reliability. 

Open-die forging Three open-die forging presses for China

In 2009 we installed an open-die forging press for titanium at 
Goldsky Titanium Industry Technology & Co. in the Chinese Hunan 
province. Because of the tight temperature range which has to be 
kept when forging titanium, the Chinese customer made their 
buying decision depend upon the high forging frequency of the 
press. With the new machine that has a press capacity of 40/45 
MN, Goldsky will forge rods, square bars, fl at bars, tool blocks, 
fl anges, washers and pins. The press will start operation in mid-
2010. Key data include:
• specifi c control concept for hydraulics and electrical 

engineering
• integrated control of forging manipulators which are working 

synchronously with the press for perfect product handling
• visualization of process data during forging via Prod-IQ® Metal 

Forming
Two customers from China – Dongbei and Fushun – also decided 
to order an open-die forging press each. Dongbei Special Steel 
Group Co., Ltd. will receive a 35/40 MN design for which parts 
were produced in 2009. This customer will use the press for ring 
forging, round forging, and fl at forging. Designed as a 2-column 
push-down press, this Siempelkamp product is able to perform 
more than 100 strokes per minute. 
The Siempelkamp scope of supply includes the construction of 
the entire plant, manufacture and supply of all other components 
and installation of the press in China. The installation is scheduled 
to begin in mid-2010.
We received a new order from Fushun Special Steel Co., Ltd. in 
July 2009: The company ordered a 2-column open-die forging 
press with a press force of 31.5/35 MN. Also included in the 
scope of supply are the hydraulics, electrical system, tie bars, 
pistons and cylinders. In the Chinese province of Liaoning, the 
press will forge parts made of carbon steel, stainless steel and 



Forging presses: the master class

Presses for the forging industry are part of a special class and have to carry 

out individual tasks. From its start-up, such a master class press has to operate 

effi ciently and precisely for many decades. We meet this challenge with our broad 

range of experience and a good sense for optimizations where such are needed – 

in process as well as plant engineering.

Among our solid forging presses, open-die forging presses play an important 

role. These presses stand for reliable operation, high repeat accuracy and ease of 

service. With press forces ranging from 10 to 160 MN, this type of press produces 

bars, disks, fl anges, shafts and all types of specifi c open-die forgings made of steel, 

high-alloy steel, nickel-based alloys, titanium, and aluminum. 

35/40 MN open-die forging press

Hunan Goldsky’s open-die forging press during installation

titanium alloys as preliminary products for subsequent processes. 
With the press, Fushun is increasing its forging capacity to 30,000 t 
(33,069 US tons) per year. For the collection of press data during 
production Siempelkamp is using, for the fi rst time, the software 
Prod-IQ Metal Forming which was specially developed for the 
company’s metal forming division. 

Metal formingSiempelkamp Machinery and plants
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Open-die forging press for titanium 

New order in 2009 for an open-die forging press 
for titanium 

In 2009 we received the order for the design and construction of 
a complete forging line. The press is designed as a quick-stroke 
press which can process workpieces with more than 100 strokes 
per minute during planishing. The starting material are rods with 
a length of up to 7 m (23 ft) and a weight of up to 15 t (16.5 US 
tons). As the general contractor Siempelkamp will build the com-

plete line as well as put it into operation. The line consists of the 
45/60 MN open-die forging press, the handling system for the 
inserting and discharging of the forgings as well as two forging 
manipulators with a lifting capacity of 15 t each. The complete 
control of the system including the manipulators is built by 
Siempelkamp. Furthermore, we will supply the complete hydraulic 
system, the die change system, as well as the devices for the 
heating of the dies and the measuring of the forgings. 

Siempelkamp open-die forging presses are according to the customer‘s requirement available in different designs – as push-down and 

pull-down presses, as 2- or 4-column presses and driven by either oil- or water-hydraulic. The special feature of this press is the high 

forging frequency which results in shorter processing times, and thus in higher production outputs. 

Our customers can also buy these presses as part of a complete package, that is, as a turnkey plant with integrated manipulators, 

material feed system, turn-table, as well as a tool magazine and a die-change system. The plant is designed with maximum effi ciency 

in mind to meet the special requirements of our customers. Optimal process and plant parameters result in the economical production 

of forged parts on closed-die forging presses. Closed-die forging presses operate with press forces of up to 450 MN and more. These 

presses manufacture a wide range of products including airplane parts, tools, truck rims, and near-net-shaped parts. With these 

presses, we have established an optimum ratio between press dimension and press force. Also available as turnkey forging plants, 

these presses convince with numerous service components. 

All our equipment is custom-designed to meet customer requirements. This strengthens and ensures the competitiveness of the 

operator which can rely on custom-made instead of mainstream equipment. 



as well as the start-up. The new presses replace an old press line 
consisting of components made by other manufacturers which 
has been operating for many years but no longer meets today’s 
requirements. After the fi rst press started operation in mid-2009, 
the second and third press will be installed in 2010 and 2011 
respectively. In order to minimize downtimes during the replace-
ment process, the presses are individually replaced and put into 
operation. 

Siempelkamp’s isothermal forging presses for high performance provide customers 

worldwide with a specifi c press speed control which allows incremental adjust-

ments to the lowest velocity as required by the isothermal forging process. The 

system is complemented by a tool heating system as well as vacuum and handling 

systems. 

These presses are predestined to carry out custom-made applications in aerospace 

and medical industries with high precision. They do so with the lowest press forces 

and best material utilization.

Whether as a stand-alone press or as a combination press which can be integrated 

into fully automatic press lines, upsetting, piercing, and drawing presses play an 

important role in the range of our forging presses. They are ideal for products with 

small wall thickness tolerances produced in large quantities such as bottles or 

containers.

Three closed-die forging presses for Alcoa 

In 2009 we installed one of three hydraulic closed-die forging 
presses of a new forging line with press capacities of 2 x 5,000 
and 1 x 8,000 US tons for Alcoa Köfem in Hungary. This forging 
line will produce aluminum rims for trucks at the Köfem location 
in Szekesfehervar, Hungary. Next to the delivery of the presses, the 
scope of supply includes the integration of the existing hydraulics, 
the retrofi tting of the control system, the new die changing systems 

Closed-die forging press for the manufacture of truck rims 

Closed-die forging pressg
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Compacting press for Ust-Kamenogorsk

A Siempelkamp 2 x 90 MN compacting press for titanium sponge 
was installed at the Ust-Kamenogorsk Titanium & Magnesium 
Plant (UKTMP) in Kazakhstan in 2009. 
The distinct feature of the new press is its double-sided action. 
Because it has a press capacity of 2 x 90 MN, it generates an 
extremely high specifi c forming pressure which so far is new for 
the compacting of titanium sponge in presses of this dimension. 
The resulting compacts have a high density and, consequently, 
are easier to process and lead to end products with a higher 
quality. 
The scope of supply contains the design, manufacture, delivery, 
the hydraulic system, a die change system with different press 
dies as well as the complete control system with visualization. 
Furthermore, the Siempelkamp team will perform several onsite 
services including the monitoring of the installation, the start-up 
and the calibrating of the entire press. The start-up of the press is 
scheduled for April 2010. 

Clutch-controlled screw presses are representatives of mechanical closed-die forging presses. The current NPS series operates with 

press forces of 4/5 MN to 25/40 MN. These presses produce bicycle blanks, rings, fl anges, axle stubs, housings, hand tools made of 

steel, aluminum, titanium as well as parts for medical technology. 

The clutch-controlled screw press has the highest energy potential of all mechanically driven forging presses. Therefore, this press type 

is especially well suited for forging extruded parts, axle stubs, and similar parts for which a high energy capacity is necessary.

Siempelkamp has positioned itself as one of the world’s few highly experienced manufacturers of compacting presses. These presses 

have a press force of 90 MN and are used for the compacting of titanium sponge or chips. Compacted titanium sponge is the starting 

product for precision forgings used in the aerospace industry. The strict test criteria in the aerospace industry demand high product 

quality. Knowing how important quality is in the manufacturing process of titanium, corresponding orders for Siempelkamp com-

pacting presses are our best reference!

Compacting press O-forming press
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Side member press

Upper beam BHEL – welded construction 

Side member press for KLT Automobile & Tubular 
Products Ltd.

In November 2009 KLT Automobile & Tubular Products Ltd. com-
missioned us with the construction and delivery of a side member 
press which will operate with a press force of 5,000 t (5,512 US 
tons). The Indian fl agship company within the KLT Group uses 
this press to produce longitudinal chassis beams for trucks which, 
in turn, will be used to build chassis. As a top supplier, KLT Auto-
mobile & Tubular Products Ltd. trusts in state-of-the-art technology. 
Here, Siempelkamp supports its customer with top-notch machinery. 

Plate bending and dishing press for Bharat Heavy 
Electricals Ltd. (BHEL)

An 8,000 t (8,818 US tons) plate bending and dishing press for 
our Indian customer BHEL was in progress during 2009. After the 
press components have been delivered, the installation will be 
completed in 2010. The Indian company will manufacture large 
pressure vessels for power plants on the Siempelkamp press. 

p g

Plate forming presses: leading manufacturer thanks to modern concepts

Due to our custom solutions as well as innovative and modern technologies, we 

are still the leading manufacturer of plate forming presses. 

Our scope of supply includes special hydraulic presses which produce, for example, 

longitudinal chassis beams, axle brackets and cap parts with a press force of up to 

50 MN. 

To achieve high precision, these Siempelkamp presses are also available as 

8-column presses with two sliding tables and a double tool carrier. Our dishing 



Moving beam BHEL, welded construction 

Upper die at BHEL – made of nodular graphite cast iron

Plate bending pressg p

presses with a press force of up to 30 MN are used for the dishing of sheet-metal 

plates. A fl anging machine carries out the fl anging of the edges in a subsequent 

process. 

Draw presses apply press forces of up to 100 MN. They are used for the manu-

facture of container heads by cold and hot forming. The Siempelkamp plate 

forming presses also use cold and hot forming. They produce dished ends, spherical 

segments and heads for the container construction in the energy industry using a 

step-by-step process. Siempelkamp has many decades of experience in carrying 

out this process for different wall thicknesses and materials. 

Metal formingSiempelkamp Machinery and plants
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Straightening press for Dillinger Hüttenwerke AG

In July 2009 we started the installation of a new heavy-plate 
straightening press for the heavy-plate rolling mill facility at 
Dillinger Hüttenwerke AG. This press is designed for high-strength 
rolled plates with a thickness ranging from 50 to 300 mm. These 
plates have a width ranging from 1,000 to 5,200 mm, are up to 
19,000 mm (62 ft) long and can weigh up to 60 t (66 US tons). 
The upper bolster of the press is equipped with two movable 
rams that have a press force of 32.5 MN each. Their cylinders are 
servo-hydraulically controlled. Each cylinder pair can be moved 
individually or simultaneously. Mounted beneath each pair of 
cylinders is an individual ram tool for straightening. A special 
feature: An aligning tool allows the connection of both hydraulic 
cylinder pairs. By using the aligning tool, 100% of the press force, 
65 MN, can act on the plate.
The maximum straightening force can be applied up to the plate 
edges which means up to 2,600 mm (8.5 ft) from the press 
center line. 
Siempelkamp supplies the new press as a complete package 
including installation and start-up. Our straightening specialists 
are supporting the commencement of production at Dillingen. 
Furthermore, the scope of supply also includes the supporting 
equipment for the manipulating, lifting, lowering, and trans-
versing of the plates. The entire oil-hydraulic and electronic 
controls for the straightening press were also designed and built 
at Siempelkamp.

Our straightening presses process heavy plates, slabs, and bars. Next to classic solutions providing a press force of 1,500 to 2,500 t, 

we also offer concepts with a press force of up to 6,500 t (7,165 US tons).

Siempelkamp pipe-forming presses manufacture large-sized, longitudinal-welded pipes for pipelines. During the crimping, U-forming, 

and O-forming processes a press force of up to 720 MN is applied. These presses get the job done when it comes to the production of 

large pipes for pipelines and offshore applications. Due to the automatic ram parallelism control of our pipe forming presses, even pipes 

with a length of up to 18 m (59 ft) are produced with high precision. 

For many applications our presses have become an integral part, for example, presses for heat exchanger plates which are used in 

the food industry. Special parts used in the aerospace industry are manufactured on our rubber pad presses. These presses operate 

according to the Guerin process with up to 260 MN.

Our hydro-forming presses economically produce complex workpieces. This complexity relates to both longitudinal and cross sections. 

Typical examples include chassis parts, branching elements of tubes, and frame and exhaust parts for the automobile industry. For rear 

axle members, lightweight frames or large series production, our presses are designed to meet the needs and general conditions of our 

customers. 

Straightening press Dillinger Hütte



Big – bigger – Siempelkamp Foundry

The Siempelkamp Foundry plays an important role in the service structure of the 

metal forming division. As one of the largest hand-molding foundries in the world, 

it produces, among other parts, structural components made of nodular graphite 

cast iron. Even for casting thick-walled components, the casters have the specifi c 

metallurgic know-how. This allows setting the optimal conditions for the 

solidifi cation process during crystallization of the matrix and the graphite nodules. 

Oftentimes, nodular graphite cast iron is the best and most economical solution for 

the component parts of large presses. “Designing to the point – higher strength for 

less money – higher effi ciency due to omitted heat treatment” is the triple benefi t. 

Supporting table at Dillinger Hütte

Crimping pressCrimping
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Our own foundry and machining center for large parts 

Our foundry manufactures large castings with weights of up to 
300 t (331 US tons). These parts are then fi nish-machined on one 
of the world’s largest portal milling machines. This picture shows 
one of two lower beams with a weight of 235 t intended for the 
modifi cation project of the closed-die forging press at Alcoa, 
Cleveland.

Each year the foundry produces approx. 60,000 t (66,139 US tons) of molten iron; 

castings with weights of more than 200 t (220 US tons) are the daily routine. 

The world record from May 2009 proves the capacity of the Siempelkamp foundry. 

We have produced the heaviest casting ever made of nodular graphite cast iron. 

All from one source

Whether it is the versatility of our product range or our process technology which 

convince our customers, both are the result of a repetitive process in which 

engineers of different fi elds take part. A continuous dialogue between design 

engineering, engineering, foundry and production departments as well as close 

cooperation with the customer ensure that the optimal solution is found for each 

450 MN closed-die 
forging press for 
Alcoa Forging & 
Extrusions

240 t (265 US tons) part during machining

Custom-made upgrading for Alcoa Forging & Extrusions 
Products

In July 2009 Alcoa Forging & Extrusions ordered from us the 
engineering and production for castings used in upgrading one 
of the world’s largest closed-die forging presses. 
For the Alcoa plant in Cleveland, Ohio, Siempelkamp cast 14 
large castings for the upper, lower and moving beams, as well as 

FEM calculation M ul



task. Siempelkamp has more than 125 years of experience in designing and building large presses. The engineers’ designs handle the 

large forces which occur during crimping, straightening and forging processes. For each new press our engineers benefi t from the 

knowledge gained from previous comparable orders. In this way, they develop the optimum solution for the current customer. 

This know-how is not only retrieved for new orders, but also for upgrading tasks. After an operation period, in some cases, of more than 

50 years, the life expectancy of many central press components (e.g., beams and foundation stands) is almost reached. When it comes 

to replacing these parts and upgrading the equipment with state-of-the-art technology, Siempelkamp is commissioned. We are just as 

committed to modifi cations and upgrades to existing presses as we are to completely new press concepts. Here, we trust in our ability 

to unerringly analyze designs from earlier decades, to carry out calculations according to the Finite Element Method (FEM) and to 

optimize the design with state-of-the-art technology. The development of Prod-IQ® Metal Forming is new to Siempelkamp: This 

software ensures the optimal operation of the press and reduces costs. 

the foundation stands made of nodular graphite cast iron in the 
company-owned foundry in Krefeld. Ten of these castings weighed 
between 200 and 250 t each (220 and 275 US tons).
The following fi nish-machining of the large parts was carried out 
by Siempelkamp in Krefeld. One of the world’s largest portal milling 
machines was used to precisely reach the fi nal dimensions of the 
parts. With the 450 MN closed-die forging press Alcoa produces 
structural parts made of aluminum for the aircraft industry, such 
as fuselage frames with sizes up to 6,000 x 2,000 mm (20 x 6.5 ft). 
The goal of the modifi cation is to turn this 450 MN press into the 
most state-of-the-art and effi cient forming press in its class. 
Because of its large press force and its central meaning for the 
American aircraft industry, the giant press has become a “National 
Historic Mechanical Engineering Landmark” in the United States 
of America.

Prod-IQ® Metal Forming at Fabtech 2009

At Fabtech in Chicago in 2009 Siempelkamp presented the new 
software package Prod-IQ® for the process modeling and online 
quality control of its metal forming presses. The fi rst real-life 
results prove that users save up to 2.5% in material and that 
downtimes have been reduced by up to 4%. Key data include:
• suitable for all Siempelkamp presses including plate forming, 

open-die forging, and closed-die forging presses
• collected data is presented with the help of clear graphics
• quick availability of need-driven information leads to higher 

transparency
• characteristic data regarding plant performance, quality, 

resource consumption, and costs can be analyzed during 
production

• exact traceability of all production steps is guaranteed
• specifi c requests pinpoint the reason for costs

      effi ciency increase
• optimized production and processes 
• implementing of the most cost-effi cient, condition-dependent 

maintenance strategy 

Another casting during machining

Metal formingSiempelkamp Machinery and plants
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In 1908 the fi rst conveyor belt press was developed. In 1928 the fi rst Siempelkamp 

heavy-duty vulcanizing press with a closed frame design was successfully put into 

operation. These milestones illustrate that Siempelkamp, in its founding years, served 

an important competence area, that is, presses for the rubber industry. Then, as well 

as now, our presses and plants for rubber have had an excellent reputation. The main 

reasons, such as long life cycles, speed, high availability and effi ciency, have set standards 

worldwide. The different systems produce steel cord conveyor belts, textile conveyor 

belts, and rubber sheets and mats with smooth and profi led surfaces.

Siempelkamp conveyor belt presses for steel cord and textile conveyor belts are products 

that are established in their markets. The presses operate according to the multi-piston 

concept, and thus represent a new generation of conveyor belt vulcanizing presses. The 

products manufactured on these presses are used in mining. Belt conveyors are regarded 

as reliable transport systems that are economical, effi cient and environment-friendly 

due to their low energy demand. 

Plants for the 
rubber industry



Especially against the background of discussions about climate and energy 

effi ciency, the conveyor belt has gained new importance reviving the market for 

our presses. On many continents the material transport from mines is carried out 

with mining trucks. This is an expensive process especially because the empty 

weight of the truck has to be hauled during each transport. For some time, the 

concept of “In-Pit Crushing and Conveying” (IPCC) has been discussed within the 

mining industry. This concept is dedicated to the use of mobile crushing machines 

and the increased use of conveyor belts starting directly in the mine. 

Another market is that of retreading truck tires. For many decades Siempelkamp 

has supplied multi-daylight presses for the production of tire treads. Single and 

double C-frame vulcanizing presses are characterized by an extremely even pressure 

distribution, special air systems for the degassing during the press process and 

quick loader and unloader devices. 

Two start-ups for conveyor belt presses in Australia 
and China

In 2009 we completed two projects for steel cord conveyor belt 
lines with their start-up and customer acceptance. Especially 
pleasant for us was that at both locations we placed a world 
record. 
In July 2009 Fenner Dunlop, Australia, started operating a plant 
for the production of steel cord conveyor belts in Kwinana Beach, 
Western Australia. With a press capacity of 25,000 t (27,558 US 
tons), the plant for steel cord conveyor belts is the strongest and 
most effi cient in its class! 
The centerpiece of this production line, the vulcanizing press, is 
the largest of its kind. It features a production width of 3,200 mm 
(10.5 ft) and a length of 18,480 mm (60.6 ft). 
The plant was completely manufactured and set up by Siempel-
kamp. Next to the vulcanizing press with clamping and plug 
device, the scope of supply also includes the cable creel, the 
cable clamping and tensioning device, the compactor lorry with 
pre-press, the inspection lorry, the pull-roll stand and the winder. 
The second plant accepted by one of our customers also represents 
a record. Siempelkamp delivered a plant of exactly the same 
design as the one in Australia for the production of steel cord 
conveyor belts to the Chinese company Shandong Aneng. 
Further more, this plant operates the fi rst multi-piston press in 
China. Shandong Aneng decided to buy Siempelkamp technology 
in the course of joint ventures with Veyance Technologies and 
Goodyear EP respectively and is the largest manufacturer of 
conveyor belts in China. 

18.6 m (61 ft) hot platen – a recordm (61 ft) hot pl – a recor

Rubber industrySiempelkamp Machinery and plants

Pre-pressed green conveyor belt at press infeed
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Effective post-sales service saves operators time and money. In regard to organization 

and personnel, we are best equipped to offer our customers this service in the usual 

Siempelkamp quality. Our service department responds quickly when failures have to 

be resolved, spare parts have to be organized, and maintenance and upgrading tasks 

have to be carried out. According to the motto “We go where our customers need us,“ 

we are represented with our service subsidiaries in an increasing number of countries. 

Service



Worldwide largest installed base

Our departments specialize in the upgrading of existing plants. We service all 

Siempelkamp plants as well as old Metso and Bison-made plants. Therefore, we 

service the largest installed base of machinery and plants for the wood-based 

materials industry. 

Service 2009: higher capacity – less downtime 

In 2009 our service teams carried out nine large modifi cation 
projects which were accepted by the customers in the same year. 
For our Ukrainian customer JSC Weidmann Malyn Paper Mill we 
increased the productivity of an 11-daylight transformer board 
plant built in 1986. Our measures concentrated on the press area 
and the loader and unloader unit. Twelve new 3,530 x 6,510 x 
100 mm hot platens with drainage channels allow water and 
steam to drain away from the product during the press process. 
The new hot platens result in shorter press cycles. Furthermore, 
we provided completely new loader and unloader units. Both 

were equipped with state-of-the-art drive technology which 
required the conversion from a hydraulic to an electrical drive 
system. We also replaced a number of worn parts in the press 
area. Beyond the productivity increase, with the help of detailed 
installation planning and good coordination with the customer 
and its installation company, the downtime could be reduced to 
a minimum!

Malyn Paper

Retrofi tting of ContiRoll® plants

ServiceSiempelkamp Machinery and plants
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Another successful modifi cation was carried out for Kronolux 
Sanem in Luxemburg: For this customer we replaced the drives 
for the MDF forming line and ContiRoll® with Synamics drives with 
Simotion motion control. The replacement resulted in increased 
plant availability and improved accuracy of speed. Our customer 
PT Rimba Partikel in Indonesia benefi tted from increased capacities 
after a modifi cation to the existing particle preparation system. 
Other modifi cations that were accepted by customers in 2009 
included the format adjustment of a mat-forming machine at 
Giriu Bizonas (Lithuania), the change-over of the belt tracking 
rolls to hydraulic adjustment at Swedspan (Sweden), the modi-
fi cation of the former head at Kronopol SP (Poland), the retro-
fi tting of the press control at Partikel Planner (Thailand) and 
the upgrading of a microprocessor at PT Listari (Indonesia). At 
Masonite (South Africa) we replaced the press pistons of the 
company’s fi rst press which was built in 1949. The customer will 
benefi t from less downtime due to less maintenance and repairs. 
For the same customer we supplied new press cylinders for a press 
that’s only three years younger. 

Another important project in 2009 was the partial delivery for a 
press extension and modifi cation at Egger Brilon. Here, we are 
upgrading and extending a ContiRoll® press for particleboard by 
5 m (16 ft) from 38 to 43 m (125 to 141 ft). Next to other modi-
fi cations, the press was at the same time equipped with pressure 
distribution plates for increased capacity and improved board 
properties. After the modifi cation this customer will operate the 
world’s most state-of-the-art and effi cient ContiRoll® press for 
the production of particleboard. 
Other ongoing projects include a change-over of the press from 
MDF to particleboard for our Chilean customer Masisa. At Cotopaxi 
(Ecuador) the frames of an old short-cycle press are replaced 
with new frames, Luyuan (China) will receive an SPC upgrade, at 
Swedspan (Sweden) we are carrying out a press extension and at 
Kronospan (Switzerland) a change-over to a wider double chain. 

Frame replacement at Cotopaxi

A dryer is upgraded



Especially in economically diffi cult years, customers decide to upgrade their plants. 

They do so to produce more effi ciently by saving wood, glue or energy and to 

improve the quality of their products and to increase the outputs. Customers can 

fall back on the technical and technological know-how of our teams which have 

the experience of hundreds of modifi cations carried out worldwide. When modi-

fi cations are carried out during production operation, short downtimes and the 

fl exible scheduling of projects go without saying. 

These investments always pay off!

Egger Brilon

ServiceSiempelkamp Machinery and plants
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Within the Siempelkamp machinery and plants business unit, W. Strothmann GmbH 

Machines and Handling is the leading manufacturer of handling and automation systems. 

This specialist concentrates on three core business areas including press automation, 

RoundTrack® Floor Rail system technology, and industrial automation. Customers 

from numerous industries trust in the Strothmann portfolio including customers from 

the automobile, machine tool building, and wood-processing industries. 

 

Handling & Automation



Handling & automation: We keep our promises

Strothmann plans and integrates the complete automation of press lines ranging 

from the blank loading system and the press to press transfer system with linear 

robots to the integrated control and information system. The patented Strothmann 

RoundTrack® is designed to support customers in moving heavy machines, equip-

ment and materials with minimal force. The area of industrial automation develops 

innovative systems solutions which considerably increase the competitive edge of 

our customers! 

Handling and automation: higher performance, 
higher capacity, and higher effi ciency!

Four start-ups and acceptances in 2009 prove Strothmann’s good 
positioning in the overall context of our machinery and plants 
business unit. For Chery Automobile in China we implemented 
the complete automation of a tandem press line with our new 
FEEDERplus product. This transfer robot moves eight to ten large 
parts between both tandem presses which are 8,500 mm apart 
from each other. This concept is used in thin-sheet forming for 
vehicle, structural and body skin parts. For our German customer 
Hörmann Automotive Components headquartered in Gustavsburg 
we fi nished two projects with acceptances in 2009. One of these 
projects involved the automation of a 3,000 t (3,307 US tons) 
Siempelkamp side member press which produces side members 
for trucks, tank supports, and other structural parts. For maximum 

fl exibility standard robots should handle the parts. The basic idea 
was simple: On each side, three articulated robots would be 
installed overhead, covering the complete press chamber as well 
as the feed-in, the side, and the unloading area. As a result the 
manual capacity could be doubled!
The other project involved the upgrading of a Strothmann auto-
mation system for two existing tandem press lines in Gustavsburg. 
By using new mechanical components as well as a completely 
new drive technology and control system, a production increase 
of up to 63% for all parts could be achieved! 
Last but not least, for our customer Vestas Blades in Lauchhammer 
we implemented, in a rotor blade painting plant, a transport line 
based on RoundTrack® technology.
The advantage: The blades remain on the trolley during the entire 
painting process; crane handling is obsolete. 

Frame construction with a hydraulic bearing holding 
three robots on each side of the transfer press 

Strothmann: RoundTrack® for painting plant 

Strothmann: fl ow production with RoundTrackStrothma ow production with Ro ra ®

Strothmann: press to press transfer system Strothmann: pre press transfer sy

Handling & AutomationSiempelkamp Machinery and plants
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The Siempelkamp Foundry was initially founded in 1924 in order to meet the company’s 

internal demand for parts for Siempelkamp machinery and plants products. 

Today, cast parts are manufactured for numerous customers in a wide range of industries. 

Next to components for our large presses, the foundry makes structural parts for large 

wind power plants, housings for turbines and engine blocks for ships’ diesel engines, to 

only name a few.

Our success is based on technical expertise, a wide range of experience and gapless 

communication. All involved parties operate in close dialog with one another to correlate 

each factor in the process chain with another. For example, the design of the construction 

always goes along with the decision about the production process and a new product is 

always tightly bound to the material and its properties. 

Based on the many years of application-specifi c experience of our design engineers, 

engineers, quality supervisors, computational engineers, pattern makers, molders and 

casters, a complete concept is developed that provides our customers with the guarantee 

of receiving the optimal product that is the best solution for the specifi c purpose of the 

operator!

Siempelkamp Foundry: 
iron casting 
of record size

Shipping of an upper beam
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Shared engineering – for best possible customer benefi ts 

All departments involved in product development take part in an intensive exchange of ideas and experiences. From the beginning on 

we connect the frame criteria of the casting technology, such as the pouring position and allowable stresses, with the needs of our 

customers. We call this integrated development ‘Shared Engineering’. In order to supply our customers with the best-possible solutions, 

teamwork ranks fi rst for us. Furthermore, the certifi cation according to DIN EN ISO 9001 guarantees a reproducible production process 

in all areas of the Siempelkamp Foundry.

This process offers a large degree of design freedom and allows comparatively thin and stable structures, for example, in the center of 

a casting as well as in highly stressed places. Varying cross sections can be streamlined in order to minimize stress concentrations. 

Pattern making represents the beginning of our services following the engineering: First designs lead to 3-D models which are 

introduced to our customers before the detailed development starts. With the help of FEM calculations, the models are stressed under 

simulated working conditions with static and dynamic stresses. During the next step, our engineers test the model in a prototype 

simulation. Thereupon, the forces, required services as well as the dimensions of the component parts take shape. 

According to the resulting calculations, wooden patterns are constructed which are available to the molding shop of the foundry after 

comprehensive testing. The next step involves the mold making. During this process, precision and cost control have to be conciliated. 

In order to keep the production costs as low as possible, optimized molding pits or boxes are used for the casting. This process step 

has an early infl uence on the quality of the fi nished casting, and therefore requires high precision. Questions involving the best pouring 

position and the arrangement of the foundry cores have to be answered at this time. Last but not least the order and geometry of the 

casting sprues determine how the molten iron fl ows into the pattern, how it is being distributed and fi nally, how it cools.

Nodular graphite cast iron: competence with international standing

Let us now focus on the material and process and with it on our core competence, which is casting with nodular graphite cast iron. As 

one of the world’s biggest hand-molding foundries, Siempelkamp has specialized in the casting of large structural components made 

of cast iron with nodular graphite. Our casters have the specifi c metallurgic know-how to set the optimal conditions for the solidifi cation 

process during crystallization of the matrix and the graphite nodules even for thick-walled components. There are only a few foundries 

in the world that have this specifi c knowledge! Some of our castings have been true records. 

Pattern making Molding shop Casting simulations



The melting process starts with the melting of pig iron and steel scrap in a certain 

proportion along with additives. Adding magnesium to the molten mass results in the 

carbon to solidify as spherulite. Embedded into the ferritic matrix, this composition has 

many good properties:

• high tensile strength 

• stable yield stress

• good elongation after fracture

• good deformability

• optimal damping features

• good fatigue strength

Compared to steel, the castings made of this material have minimal shrinkage as they 

cool. Therefore, the familiar defects in steel castings caused by material shrinkage during 

the cooling process can be largely avoided. This is a tremendous advantage especially for 

component parts that are highly stressed in selective areas! Since the castings are near the 

fi nish shape when leaving the mold and typically exhibit a ferritic matrix, casting with 

nodular graphite cast iron saves time during mechanical machining and imposes minimal 

wear to tools. Furthermore, casting with nodular graphite cast iron opens up considerable 

advantages in regard to effi ciency for our customers. Since no heat treatment is necessary, 

we cut down on one entire production step and save energy. For castings with a weight of 

up to 300 t (331 US tons) this means considerable savings!

Due to the fact that we have special know-how in the composition (metallurgy) of the 

molten metal, we have a high demand for parts with piece weights of over 150 t (165 US 

tons). The area of castings with wall thicknesses above 200 mm (7.9 in) requires special 

knowledge because of the involved slow cooling process. Once the product has solidifi ed 

and has been removed from the mold, the quality chain continues in the fettling shop. 

Sand build-ups and fl ashes are removed and our inspectors perform non-destructive 

testing by means of ultrasound to fi nd out whether defects inside the material exist. 

Metallographic testing examines cuts under a microscope and assesses the product 

quality via the microstructure. If desired by the customer, the next step is the machining of 

the casting. This step is carried out for approx. 30% of our projects. Finally, the castings 

are shipped to their destinations. 

Pouring ladle during deslagging 

Diesel engine block in fettling shop 

FoundrySiempelkamp Casting technology
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Inner compressor casing for a steam turbine

Industries and markets in 2009: 
a diverse production mix

Due to our broad range of products Siempelkamp Foundry supplied 
a total of eleven different industries in 2009. Four important 
industrial sectors stand out. 40% of our castings were supplied 
to customers in the area of energy conversion. A 25% share can 
be allotted to the market for mill building, 20% to general machine 
building, and 15% of our castings were used in press construction. 

Manufacturing of container bodies in 2009

We supplied preliminary products for approximately 300 MOSAIK® 
containers, 20 CASTOR® container bodies and ten cast containers 
to the nuclear technology business unit of Siempelkamp. 

Casting of MOSAIK® container body

From energy conversion to press construction: the foundry is involved!

Just as versatile as the production process of castings made of nodular graphite cast iron are the application areas and industrial 

sectors  where the Siempelkamp Foundry has positioned itself. 

Primarily companies from the fi eld of energy conversion demand products made by Siempelkamp Foundry. Traditionally we are working 

together with our subsidiary Siempelkamp Nukleartechnik GmbH (SNT) in this area. On behalf of SNT we manufacture the thick-walled 

CASTOR® container made of nodular graphite cast iron. The CASTOR®, a product of the GNS, is used for the transport and interim 

storage of spent fuel elements and highly radioactive waste. The requirements on the material and structural composition are 

correspondingly high. The exact process management during the manufacturing process at the Siempelkamp Foundry guarantees a 

reproducible manufacture of this highly-tested and sophisticated casting. The different types of the CASTOR® containers have raw cast 

weights ranging from 80,000 kg to 150,000 kg (88 to 165 US tons) with a wall thickness of up to 600 mm (24 in). 



FoundrySiempelkamp Casting technology

Crankcases for large engines

We delivered more than 100 crankcases with a cylinder diameter 
of 320 mm (12.6 in) to Wärtsilä. These engines with six to 20 
cylinders are used in the local energy supply for the operation of 
mines, seawater desalination or climate control. 

Wind turbine components

Rotor hubs, machine carriers, axle journals, stator elements and 
similar component parts amounting to a weight of 10,000 t 
(11,023 US tons) have been supplied to the area of wind power 
generation. 

12-cylinder crankcase for stationary energy production Rotor hubs

Siempelkamp Foundry also manufactures crankcases for large engines. The manufacture of sophisticated castings including thin-walled 

and core-intensive engines is our specialty. In the Siempelkamp Foundry, engines ranging from six to 20 cylinders which weigh between 

3,000 kg and 84,000 kg (3.3 to 93 US tons) are cast for use either as ships’ engines or in energy conversion plants. 

Compressor housings for gas and steam turbines are also part of our production spectrum. Axial compressors can attain volumetric fl ow 

rates between 70,000 m³/h and 1,400,000 m³/h and deliver an outlet pressure of 20 bar max. The vertically split housings for these 

compressors made of EN-GJS-400-18U are cast at the Siempelkamp Foundry. The weights of the raw castings can reach up to 62,000 kg 

(68 US tons) per half housing depending on the compressor type. 

We also manufacture  wind turbine components, for example, rotor hubs, machine carriers or axle journals in our foundry. 

Close consultation has taken place with customers in order to develop the optimized geometries and materials needed to meet the 

increasing stresses being placed on the cast parts as a result of the increase in size of the rotor blades and the use of the turbines in 

offshore areas.
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Pouring ladle during deslagging u adle during deslagging

Other customers use our products in mill building, for example, for their ball or 

cement mills. For cement as well as coal grinding, vertical mills are used. For 

this process we are casting grinding tables with diameters of up to 7 m (23 ft) and 

raw cast weights ranging from approx. 8,000 kg to over 200,000 kg (8.8 to 220 

US tons). Our expertise is also in demand in the area of horizontal mills. This type 

of mill is a large, horizontally driven cylinder. It is used for coarse grinding of a 

number of different ores (including gold, copper and iron ore). Depending on the 

intended application, the mills have an external diameter of up to 14 m (46 ft). For 

the smaller mills (up to around 6 m in diameter), we are manufacturing the end 

faces, so-called mill heads, as a single piece. Larger mill heads are manufactured 

from several cast segments.

Horizontal mill under construction 

Large mill project Esperanza

In the scope of the ‘Esperanza’ project we equipped a 40 ft and 
two 27 ft horizontal mills used for copper mining in Chile.



FoundrySiempelkamp Casting technology

In the area of general machine engineering Siempelkamp castings are used as gearbox housings, machine beds or roll housings. For 

rolling mills, Siempelkamp Foundry casts both the roll housing and frame as well as the smaller chocks and inserts from cast iron with 

nodular graphite. The mill housings have a raw cast weight of up to 160,000 kg (176 US tons). The smaller chocks and inserts can 

weigh up to around 15,000 kg (16.5 US tons).

Another market for our products is in press construction. Especially in regard to our cooperation with the machinery and plants 

business unit, we have had a high demand for our products for the construction of metal forming presses, tile presses and plastic 

injection molding machines. On May 19, 2009 we cast the world’s heaviest casting made of cast iron with nodular graphite, an upper 

beam for a straightening press with a raw cast weight of 252 t (278 US tons).

For the nuclear technology business unit we produce cooling elements for the Core Catcher, a safety structure in nuclear power plants 

(see page 87).

Record casting in May 2009: world’s heaviest casting made 
of nodular graphite cast iron

In 2008 Dillinger Hüttenwerke AG commissioned Siempelkamp 
with a new straightening press for heavy plates. For the upper 
bolster of the press the company poured within two minutes 270 t 
(297 US tons) of molten iron into a mold with a length of approx. 
10 m (33 ft) and a width of 3.2 m (10.5 ft). With this casting the 
Krefeld company beat its own world record from 1998. The 
project was a technological and logistical challenge. The entire 
amount of molten iron had to be available in fi ve pouring ladles 
at the same time with exactly identical properties and the same 
temperature of 1,350 °C (2,462 °F). After the casting process, the 
iron required approx. four weeks to cool down to a temperature 
of approx. 300 °C (572 °F). Not until then were the Siempelkamp 
specialists able to remove the bolster from the mold and fi nd out, 
after fettling and inspection, whether the casting was successful! 

Removing a casting from the casting pit 

Core Catcher cooling elements for a nuclear power plant
in China

In cooperation with Siempelkamp’s nuclear technology business 
unit, we offer the casting of Core Catcher cooling elements. In 
2009 SNT ordered from the foundry further elements for a Core 
Catcher cooling structure at the nuclear power plant Taishan, unit 
I and II. This is the third order for the manufacture of cast parts 
for the safety system Core Catcher of the EPRTM reactor that the 
foundry has carried out. 

Molding of the Core Catcher fl oor elements
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For the life expectancy of nuclear power plants, Siempelkamp’s nuclear technology 

business unit offers a comprehensive service package which combines effi ciency and 

safety in an optimal way.

Together with our subsidiaries, we have continuously expanded our range of products 

from the supply of casks and containers to the transport and storing of waste material 

to the development of melting plants for the recycling of radioactively and toxically 

contaminated metal and waste material. 

This portfolio begins with the engineering and includes containers, components, services 

in the area of nuclear physics involving the reactor, diagnostics systems as well as other 

services and recycling. Our products and services have an increasing international 

demand. Siempelkamp’s Nukleartechnik is facing up to this worldwide demand. We 

are consistently developing our technical know-how and orient our services toward 

increasingly complex general conditions. Innovative concepts taking shape as customer-

specifi c systems solutions are the result. Our closely connected business units meet 

highly technical challenges while taking safety aspects into account. 

 

Siempelkamp 
Nuclear Technology: 
Products and services 
for nuclear facilities

Transport of the reactor pressure vessel (RPV) sealing head with the lifting beam assembly inside the containment
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Engineering solutions from one source

Siempelkamp bundles broad and well-established engineering know-how to meet customer-specifi c requirements. The starting point 

is the inquiry of the customer. We reply with a service package which is specifi cally customized for the customer.  Engineering solutions 

ranging from the concept development and basic engineering to the manufacture and start-up are the results. Siempelkamp engineers 

are also available for plant monitoring services and inspections. Furthermore, we provide complete solutions for specifi c tasks such as 

for prototypes, special and individual components, and the project implementation in almost all German nuclear power plants and 

research facilities as well as for nuclear facilities and power plants worldwide.

By combining our versatile engineering competences with our production capacities, we have become a competent partner in our area 

of expertise. Today, we belong to the leading providers in a growing market for the new construction, upgrading and dismantling of 

nuclear power plants. 

Engineering projects in 2009

An important project for Engineering in 2009 was our contribution 
to the dismantling of the nuclear power plant Stade: After disposal 
of the spent fuel elements, the plant has been slowly phasing out 
since 2005. Siempelkamp was commissioned with the dismantling, 
disassembling, packaging and disposal tasks of the reactor pressure 
vessel which are part of phase III in the dismantling process. 
During this phase the reactor pressure vessel has to be lifted out 
of the reactor cavity and is disassembled in the fuel element pool 
after the coolant is removed. For the disassembling of the reactor 
pressure vessel, NIS has planned and commissioned the production 
of uniquely complex equipment. This includes a polar crane which 
transports the dismantled reactor pressure vessel segments to 
Konrad or MOSAIK® containers. Currently, the start-up and complex 
testing of all dismantling systems is upcoming. Directly following 
this testing phase will be the dismantling process of the reactor 
pressure vessel. We will report on this procedure at a later time. 
The project is anticipated to be completed in November 2010. 

Dismantling systems during a test phase



Our services include:

• design and concept development

• project management 

• inspection and monitoring services

• installation and start-up

• nuclear engineering and design for plants and special purpose machines 

Filling of concrete treatment unit during test operationg g p

The concrete treatment unit for the dismantling of the multi-
purpose research reactor in Karlsruhe was another milestone in 
2009. This reactor is one of a few nuclear facilities which are 
being dismantled on the premises of the former research center 
Karlsruhe, now called KIT (Karlsruhe Institute for Technology). 
With the concrete treatment unit, radioactive concrete is auto-
matically crushed, homogenized and, now contaminate-free, 
packed in containers which are suitable for interim storage. 
The project including the planning, manufacture, delivery and 
installation of the equipment for the treatment and packing of 
contaminated concrete waste started in March 2009. In late 2009 
the trial operation was successfully completed with the acceptance 
test by a surveyor and inspecting authority. Our customer was so 
satisfi ed that we also received the order for the installation of 
the concrete treatment unit in the reactor building!

From the nuclear power plant Krümmel we received in February 
2009 the order for a decontamination shop in the controlled zone 
including the planning, manufacture, delivery and installation of 
the equipment. The scope of supply includes the dismantling of 
existing plant components, a decontamination box with access 
area and particle preparation for dry-blasting, a high-pressure 
water decontamination box with access area and mechanical 
waste water treatment and a wet storage for ultrasonic cleaning 
equipment including a cleaning area for small parts. 

View of decontamination shop for the nuclear power plant Krümmel
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• quality monitoring during production independent of the manufacturer

•  engineering assistance in operating nuclear power plants as well as for 

upgrading and retrofi tting projects 

• planning and implementation of nuclear dismantling measures

•  development and testing of remote-controlled disassembling systems, handling 

devices, tool carriers and manipulators for use underwater as well as out of the 

water

• calculations

• production

• inspection and monitoring services

Our components and plants are developed with state-of-the-art planning tools 

under the aspects of safety, reliability, and ease of operation. 

Another completed project in 2009 involved the conditioning of 
120 m³ of fi lter concentrates for the nuclear power plant Gund-
remmingen. 50 MOSAIK® containers were fi lled and conditioned 
via the MAVAK facility from two collection tanks with a volume 
of 60 m³ each. After the conditioning was completed, the MOSAIK® 
containers were transported to the interim storage facility of the 
GRB Sammelstelle Bayern GmbH for radioactive materials in 
Mitterteich. The conditioning of the fi lter concentrates took place 
according to the schedule approved by BFS.
In 2009 we also completed the order for the supply of system 
technology and handling tools for a state-of-the-art interim 
storage facility for nuclear waste in Taiwan. Casks with cemented 
radioactive waste from the nuclear power plant Lungmen will 
henceforth be loaded with our crane systems onto palettes. From 

here our driverless palette vehicles will transport the palettes to 
their storage position. The control technology for this plant, the 
warehouse management software as well as the equipment for 
monitoring and interventions are also made by Siempelkamp. The 
advantages for the customer include the effi cient and fl exible 
storage management and minimized exposure to radiation. This 
order represents an important reference for our activities on the 
Asian market. 
A quality seal for our competence: As the representative for 141 
sub-contractors and selected from approximately 8,800 Areva 
suppliers, Siempelkamp accepted in 2009 the award ‘Top AREVA 
Supplier’. This award demonstrates that Siempelkamp has adjusted 
strategically to market requirements and has become an inter-
nationally accepted supplier of components around the reactor.  

Drying station of the MAVAK facility System and handling technology for nuclear power plant 
Lungmen in Taiwan



Components: Core Catcher

Our services are versatile when it comes to components. Core Catcher cooling 

structures are parts of the components we provide.

In the extremely improbable case that all plant safety systems fail and the reactor 

core is melting, the Core Catcher ensures the integrity of the containment by 

long-term stabilization and cooling of the molten core before it can even reach the 

foundation. Thus, the containment will remain as the ultimate safety barrier. The 

Core Catcher is a complex structure consisting of hundreds of individual cooling 

elements which are made of cast iron with spheroidal graphite. 

The cooling elements absorb the heat of the molten mass and dissipate it to the 

cooling water fl owing through the cooling ducts on the bottom of the cooling 

elements. With such cooling structures, the impact of the malfunction is limited to 

the plant itself, and thus meets legal requirements.  

Two orders for Core Catchers in 2009

For the fi rst time, Siempelkamp received the order for the supply 
of Core Catcher cooling structures for the Olkiluoto 3 project in 
Finland. According to specifi cations of the customer Areva, 
Siempelkamp prepared the detailed design and manufactured 
it within a period of approx. six months. The installation of the 
850 cooling elements was also carried out by Siempelkamp’s 
nuclear technology business unit. After an installation time of 
twelve weeks we completed the project in April 2009. The fi rst 
Core Catcher in the world was approved for operation. 
While the building activities in Finland were under way, the 
French energy supply company EDF ordered Core Catcher cooling 
elements from Siempelkamp for a new EPRTM reactor in Northern 
France at the Flamanville location.

Two additional nuclear power plants, Taishan unit I + II, are 
being built in China. Their design conforms with that of the EPRTM 
reactor in Flamanville. The satisfaction of our customer with 
previous projects including our technical development, the 
assistance with the detailed work, the implementation and the 
production capacities resulted in another order for SNT which 
was signed in July 2009. The delivery of the components for unit I 
is forecast for summer 2010, and for unit II about ten months 
later.

Cooling structure of the fi rst Core Catchers
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Stud tensioning machines in 2009 – eight completed 
projects, nine new orders 

The milestones in 2009 in the area of stud tensioning machines 
included the completion of two projects for the French plant 
operator EDF. Next to upgrading a plant we supplied new stud 
tensioners for which a new technical concept was predominant. 
Instead of using a massive support ring made of forged steel, we 
designed this component group in sandwich construction. This 
ring is equipped with a total of 58 assembled tensioning units 
and has to withstand a pressure of up to 2,000 bar. 
Further component deliveries that went to the Czech Republic, 
China and Russia as well as the completion of a modifi cation 
project in South Korea show how well-positioned our company 
is in this market niche. 
Despite partly drawn-out decision processes which were inten-
sifi ed by the global fi nancial crisis, the ambitious plans for new 
constructions and equipment upgrades in many countries resulted 
in a successful total order quantity for us in 2009. Noteworthy is 
an order from France for the supply of a new stud tensioning 
machine and the upgrading of eight plants. The order was topped 
off by a ten-year service contract for the equipment of the French 
producer. 

Stud tensioning machine

Stud tensioning machine during use at a nuclear power plant ud sioning machine ng use at a nuclear pow la

Stud tensioning machines

Our hydraulic stud tensioning machines for the opening and closing of reactor 

pressure vessels have been used throughout the world for almost 40 years. Next to 

stud tensioning machines, which have a high degree of automation, our many 

years of experience are also used for the development of customer-specifi c 

solutions. In this area, we score with concept development and design engineering, 

production and delivery including the start-up at the plant and, if desired, ongoing 

support in the scope of service orders. Equipment and special tools complementing 

the use of stud tensioning machines have an increasing demand. 



Lifting beam assembly ready for operation g y p

on the storage stand
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Two lifting beams for the reactor pressure vessel head 
for Taishan I + II

In December 2009 we received the order for the supply of two 
lifting beams for the new nuclear power plant units I + II in 
Taishan, China. Both lifting beams will carry out the lifting and 
lowering of the reactor pressure vessel head and represent a 
protection system for the control rod drives in the case of an 
earthquake. The lifting beams incorporate the complete cabling 
for the instrumentation, the control system and the control of 
the control rod drives. For the removing of the lid, the bolted 
connections in the fl ange and then plug connections have to be 
loosened fi rst. Afterwards, a reactor building crane can transport 

the head to the storage stand. The head weighs about 180 t 
(198 US tons).
Another task of the lifting beams involves the support of the 89 
control rod drives sticking out from the pressure vessel head in 
the case of an earthquake. A bending or snapping off of the 
control rod drives has to be prevented because only fully-functional 
control rods allow the shutting down of the reactor. This support 
becomes possible with four restraint systems connecting the lifting 
beam with the building and a complex honeycomb structure in 
the central ring of the lifting beam supporting the 89 control rod 
drives. The delivery of the fi rst lifting beam is anticipated for June 
2010, the second for eleven months later. 
The order for a lifting beam with the same design has been pro-
cessed for the nuclear power plant Flamanville in France since 
September 2008. The delivery of this beam is scheduled for July 
2010. The delivery of a lifting beam for the handling of pressure 
vessel internals has been commissioned since October 2008 and 
will be delivered in September 2010.

Picture of a lifting device during lift-off of the pressure 
vessel head

Earthquake-proof reinforced ring of a reactor 
pressure vessel head lifting beam 

Lifting beams for pressure vessel internals and reactor pressure 

vessel heads 

Our broad scope of supply of components for light-water reactors also includes 

lifting beams for pressure vessel internals and pressure vessel heads which are 

important components for the operation and handling tasks in a nuclear power 

plant. Just as the Core Catcher, the lifting beams are necessary safety components 

for the reactor pressure vessel head for the operation. 
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Automatic lid screw-down device with pneumatic 
drum-lid gripper 

Sealing of the drums 

For the safe and precise handling of radioactive waste material not only adequate drums are necessary but also the corresponding 

sealing lids. Radioactive waste is often packed in drums with different capacities. Not only the fi lling of the drums must be handled 

absolutely safely, but also the sealing of the drums by means of lid and screws must be carried out precisely and with full automation. 

We provide the equipment that will seal off the drums, no matter how complex the requirements are. 

2009: For the fi rst time a complex automatic lid screw-
down device was manufactured for the nuclear industry

For the fi rst time in 2009 we manufactured a complex automatic 
lid screw-down device which Gesellschaft für Nuklear-Service mbH 
(GNS) ordered from us in 2008. The scope of the order included 
the construction of the machine and control technology, the 
manufacturing and the factory acceptance test. The device will be 
used in the new building of the central decontamination and 
water treatment plant in the nuclear power plant Lubmin. 
Special challenges for the implementation of this device included: 
fi rst, the use of two different drum types with a correspondingly 
different number of lid screws and second, the complete replace-
ment of all lids with different lid types. 
The ingenuity of our design engineers was in high demand for 
this project. Next to the pneumatic drum-lid gripper and the 
positioning sensors (supplier: SPS Steuerungstechnik), 20 single 
electric screw drivers had to be placed in an extremely confi ned 
space. Such a complex automatic lid screw-down device in compact 
design is beyond compare on the market. During the factory 
acceptance test, our customer was visibly satisfi ed with the tech-
nical solution as well as our adherence to schedules and costs.
 



The sealing lid seals the open reactor inside the fl ooded pond Reactor pressure vessel sealing lid prior to immersion 
into reactor pool 

Transport of the reactor pressure vessel (RPV) sealing head 

with the lifting beam assembly inside the containment

Sealing lids

Nuclear power plants are shut down at regular intervals and disconnected from the 

power mains to carry out overhauls. Mandatory recurring checks are performed on 

most components and internals of the power plant during these inspections 

(e.g., main cooling water circuits).

For these inspections it is necessary to remove the cooling water from inside the 

steam generators and main cooling water circuits. This requires a lengthy pumping 

process. Using the reactor vessel sealing lid makes this pumping process and 

the following return of the water unnecessary. Inside the fl ooded pond the lid is 

placed on the already open reactor and seals it with a special sealing system. 

2009: reactor pressure vessel sealing lid for the nuclear 
power plant Brokdorf

In 2009 the production of a Siempelkamp sealing lid scored twice 
with quality and timeliness. In late October 2008 we received the 
order for the planning, manufacturing, and delivery of a reactor 
vessel sealing lid for the Brokdorf nuclear power plant. A commit-
ment to deliver in seven months was a precondition for obtaining 
this order. Siempelkamp used several competitive advantages to 
win this contract including small and highly specialized teams 
of project engineers, excellent and longstanding contacts with 
manufacturers as well as the fl exibility of teams that are well 
attuned to one another. Furthermore, we collect all the data to 
meet the customer requirements. 

The use of the sealing lid results in time savings of approx. 17 hours 
because the process of pumping the water out of the reactor cavity 
becomes unnecessary for some inspections. These time savings 
reduce the downtime of the power plant during inspections, and 
thus allow for quicker start-ups, higher effi ciency and considerable 
cost savings. 
The acceptance test for the vessel sealing lid took place at the 
factory in May 2009. Both the test of the load attachment points 
and the leakage test were passed. As a result the vessel sealing 
lid could be used for the fi rst time in June 2009 at the Brokdorf 
nuclear power plant. 
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Production in 2009 at full capacity utilization

Despite the fi nancial and economic crisis in 2009, our production 
capacities were fully utilized. Among other products, we produced 
more than 300 MOSAIK® containers. For the production of transport 
and storage containers of the types MOSAIK® as well as Konrad, 
cast iron and concrete casks as well as recycled materials from the 
dismantling of nuclear facilities are used. This represents a unique 
selling point for Siempelkamp. Our area of contract manufacture 
has also contributed versatile tasks to our production activities in 
2009. Here, our competence to machine cast com ponents with 
piece weights of up to 200 t (220 US tons) is especially noteworthy. 

View of the production facility in Mülheim, Germany Assembly shop with cast containers and MOSAIK® containers

Konrad container

Casks and containers – safe storage and transport

At the Krefeld and Mülheim locations, Siempelkamp Nukleartechnik manufactures 

transport and storage casks and containers made of ductile cast iron with nodular 

graphite for the handling of radioactive materials. Our subsidiary Siempelkamp 

Foundry produces the castings. Afterwards, the containers and casks are mechanically 

machined at the SNT manufacturing center located in Mülheim, Germany. We 

practically produce all cask bodies and complete containers on behalf of Gesell-

schaft für Nuklear-Service mbH (GNS), a subsidiary of the leading energy supply 

companies. Siempelkamp has been the market leader in this area for many years. 

We produce CASTOR® cask bodies, complete MOSAIK® casks and casks and 

cast containers for radioactive waste as well as a variety of Konrad containers. 



ASME accreditation achieved in 2009 

After more than a year of intensive work to meet the requirements 
of the ASME quality control handbook, at the end of 2009, the 
Siempelkamp ASME Team successfully achieved ASME accreditation 
without any deviations or fi ndings. In the future, orders can be 
processed in accordance with the ASME requirements and the 
resulting manufactured products can be identifi ed as ASME 
compliant with the registered mark on the manufacturer’s 
identifi cation plate. 

Expanded range of casks and containers 

With the closing of further license contracts in September 2009 
between Siempelkamp and the Karlsruhe Institute for Technology 
(KIT), we now offer additional container designs which are necessary 
for the removal of radioactive waste materials in the ultimate 
Konrad storage. Depending on the requirement, these containers 
can be produced with the addition of low-level radioactive waste. 
In this way, Siempelkamp saves resources by recycling leftover 
materials. For 2010 we expect a large order for more than 400 
MOSAIK® containers which will be used in the course of disposal 
measures in Germany and dismantling projects in Great Britain. 

Cast container during mechanical machining ASME certifi cation

MOSAIK® container

Products that are well-known in the market are important for the success of a 

company. Also important is the internationalization of our company. Certifi cations 

contribute highly to this area.   

Our successful ASME (American Society of Mechanical Engineers) accreditation 

is very important in this aspect because it represents a key building block for sales 

outside Europe. Furthermore, the consistent expansion of our range of containers 

and casks also advances our sales activities. 
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Gantry crane in control zonean ane in control z

Crane system for use at the EPRTM reactor in Olkiluoto 3

250 supplied crane systems for conventional crane 
technology in 2009

In the area of conventional crane technology we are supporting 
Meyer Werft GmbH in Papenburg. The worldwide leading supplier 
of luxury cruise liners received in 2009 six crane systems with 
capacities up to 63 t (69 US tons) and spanning distances up to 
38.9 m (128 ft) as well as eight special overhead cranes with 
spanning distances up to 33.5 m for handling welding equipment. 
These cranes are special constructions which we designed and 
supplied as a result of a modifi ed shipyard organization and new 
production processes aimed towards lean production with pre-
fabricated ship segments. 
We also received an order from Zajons Logistik Entsorgungs-
gesellschaft, market leader in the industrial processing of waste 
products and substitute fuels. We developed and manufactured a 
special grab crane with load guidance mast for the handling of 
sawed-up wind mill blades. This crane is controlled via control 
elements by a crane operator inside a cab. The grab crane trans-
ports the sawed-up wing parts to a shredder. 
The Flensburger Schiffbaugesellschaft, a special vessel manu-
facturer for RORO vessels, ordered in 2009 a double-girder bridge 
crane with cable guying for magnet operation. With a capacity 
of up to 12 t (13 US tons) and a spanning distance of 13.675 m 
(44.865 ft) the loads are transported without swinging due to 
the cable guying. The advantage is high handling speeds for the 
production. This order was completed in late 2009. 

Cranes for the area of nuclear technology in 2009

The order from AREVA NP GmbH was an important milestone 
and was completed in mid-2009. Areva ordered a total of 21 crane 
systems for the nuclear power plant in Olkiluoto (OL3). Mid-2009 
the fi rst crane, a 90/20 t crane with a span of 8 m (26 ft) and a 
lifting height of up to 30 m in a compact design, was delivered. 
This crane was accepted at the Moormerland factory by the 
Finnish power plant operator TVO. In 2009 we also received the 
order for a power plant crane for the nuclear power plant Stade. 
Among all providers we presented the most convincing concept 
of a gantry crane that will have to perform a variety of different 
tasks. We custom-designed and manufactured a 5 t (5.5 US tons) 
gantry crane with a span of 10.4 m for the disassembly and 
packing of the reactor pressure vessel. The bridge crane carriage 
and the lifting device had to be designed with redundant back-
ups so in case the drives become faulty, the radioactive load can 
be put down in a safe place. Another special design feature is a 
fold-out attachment on the crane’s columns which minimizes the 
time needed for the mechanical assembly onsite and the transfer 
of the crane to its operating location. This order was completed 
in 2009. 

Cranes

As an approved manufacturer of standard and custom-built crane systems, we 

have an excellent reputation. For each application in the area of conventional 

crane as well as nuclear crane technology, we develop a suitable solution. Our 

product portfolio includes cranes with or without load lifting devices with 

capacities up to 100 t (110 US tons) and spanning distances up to 70 m (230 ft). 

Our objective is to fi nd the best-possible solution for our customers by concentrating 

on quality, optimal design and adherence to deadlines. As a single-source provider 

we offer the implementation of our projects from one source. 



Services in the area of nuclear physics in 2009: 
sustained capacity utilization! 

Just as in previous years, the order and delivery for incore fuel 
management support resulted in high capacity utilization of our 
physicists. We carried out the incore fuel management for both 
units at the nuclear power plant Biblis and for both units at 
Gundremmingen. For the nuclear power plant Krško in Slovenia 
we carried out activation calculations in the course of the 
decommissioning and dismantling cost calculations.
Many smaller service orders complemented our scope of services 
in 2009. We monitored the nuclear criticality safety during the 
refueling of the fuel elements at the nuclear power plants 
Emsland and Grafenrheinfeld. The following orders are also note-
worthy. They ensure a utilization of our capacities in 2010: 
•  Delivery of the online core simulator for the nuclear power 

plant Gundremmingen which was ordered in 2009. This 
simulator will be used with the plant simulator at the Kraft-
werksschule (PowerTech Training Center) in Essen. We supplied 
the computer hardware as well as application software that 
has been customized for the use at the training center. The 
advantages in the scope of the training at the school include: 
more realistic, safer and more interesting training opportunities 
for the trainers.

•  Replacement of the fuel element information and reporting 
software system (the order was received in 2009, completion 
scheduled for late 2010) for RWE. This database system manages 
the core and fuel element repository in nuclear facilities as well 
as at interim storage locations.

•  Another order we received in 2009 involves the support of the 
physical department of the nuclear power plant Unterweser 
during routing operating tasks. Our nuclear physicists will 
provide support with calculations. 

Fuel element information and reporting system

Services around the reactor

Our physicists contribute an important part to the operation of nuclear power 

plants which is also effective in all areas of nuclear physics. Among others this includes 

services in the areas of incore fuel management, fuel disposal management, fuel 

disposal studies, nuclear criticality safety and shielding calculations. Our competence 

and operational experience does not only support reactor operators in all areas of 

safety but also in regard to effi ciency. Here, our support targets primarily the increase of 

the current yield and fuel effi ciency, the safe use of reprocessed Uranium and Plutonium 

as well as the reduction of fuel element disposal amounts. Furthermore, our customers 

also profi t from our software products ranging from core and fuel element storage 

management to optimized fuel element loading to online simulations of the reactor 

core. 

Incore fuel management on-screen

94  95

Services Siempelkamp Nuclear technology



2009: sales successes for our stationary turbine generator 
diagnostic systems 

In 2009 six new turbine generator diagnostic systems started 
operation in different coal-fi red power stations. We were also 
able to increase the number of maintenance contracts in this 
area. Meanwhile, a total of 60 turbine generator diagnostic 
systems and more than 100 rotating components are monitored 
online and supported by us. Our developments in the area of 
blade vibrations in 2009 are very pleasing. Here, we received 
three new orders from the coal-fi red power plants Niederaußem F, 
Neurath E and the nuclear power plant Phillipsburg. Furthermore, 
after extensive negotiations, we succeeded in receiving the orders 
for the monitoring of the turbosets for two coal-fi red power plant 
units in Eemshaven, Netherlands, and for two coal-fi red power 
plant units in Westphalia, Germany, in late 2009. 

STUDIS – analysis of damaged blades

Diagnostic and monitoring systems: higher safety, higher productivity

The generation of electrical power with turbine generator sets is optimized for reliability of supply and effi ciency. To realize this, it is 

necessary to know the precise status of the turbine generator set and to record and evaluate deviations from its normal operating 

characteristics. 

Siempelkamp has developed STUDIS, a stationary turbine generator diagnostic system for the diagnosis and early recognition of faults 

as a pre-requisite for preventative maintenance based on condition. Based on the values from a monitoring system, deviations from 

the normal characteristics and possible malfunctions are recognized and reported. 

In addition to the primary tasks of evaluating the condition, early recognition of faults and fault analysis, the system supports the 

operator in ensuring optimum operation of the equipment monitored, avoiding undesired operating states and allowing reliable and 

economical operation. STUDIS is not intended to replace experts, but to make their work more effective. The early recognition of hot 

spots on bearings, alignment errors, atypical component behavior, changes and damages to blades and gearboxes as well as shafts 

and bearings is possible.  



Furthermore, with our process computers we provide the central collection and visualization of all relevant process data of a power 

plant. The process computer, the heart of the plant monitoring system, collects all process signals necessary for the operation of the 

plant. Signals of different control units are linked and evaluated so that all required information about the different systems can be 

presented to the plant operator online. The process computing system is primarily used for the visualization of the plant condition as 

well as for the evaluation of measured values and messages. Computing systems in older power plants are especially prone to exhibit 

a typical heterogeneous IT landscape of many independently working partial systems. 

By integrating these partial systems into a new process computing system, the customer can save tremendous costs and previously 

made investments can be used longer. The prerequisite is a process computing system which is designed as an open system and which 

has many interfaces that are ready for use or easily adaptable. We plan and deliver process computing systems for the monitoring and 

control of operations. Our systems are optimized to the location of use and can be used with the equipment of any manufacturer. They 

reduce investment costs, ensure the spare parts supply and support customers in the optimum operation of their plants. 

 

Switzerland was completed, as scheduled, in 2009. The computer 
has started operation. During the second phase of the project, 
two additional neighboring systems will be connected to the 
process computer so that the order will be completed in 2010. 

Large order for the replacement of a process computer 
in 2009 

The fi rst phase of the large project involving the replacement of 
the process computer at the nuclear power plant Mühleberg in 

Waterfall display – visualization technology of measured values and ratings 
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Strength calculations in 2009: 40 new projects 

For E.ON-Kernkraftwerke Grafenrheinfeld, Grohnde and Unter-
weser we carried out 20 evaluations in the area of stress and 
fatigue assessment for relevant components on the basis of FE 
analyses. These projects mainly included the implementation of 
temperature measurements on the basis of accepted thermo-
couples installed on pipes under thermo-hydraulic general con-
ditions for the thermal analysis under load. The components of 
the spray and VAL line, fi ttings, and valves, sump screens as well 
as casings were also arithmetically evaluated. 
Within the Siempelkamp Group twelve orders were completed. 
These projects included strength evaluations and thermo-mecha-
nical analyses on Core Catcher structures, lifting equipment and 
other steel structure components. To name an example, we com-
pleted a strength evaluation for the reactor pressure vessel head 
lifting equipment for the EPRTM reactor Flamanville 3. 
In the non-nuclear sector we provided the strength evaluation 
for a novel reactor cooling shield construction for Siemens Fuel 
Gasifi cation Technology, Freiberg, Germany.

Inspection works at a refi nery Inspection on the steel supporting structure inside the dam 

Services: ageing management for safety and lifetime 

We also offer comprehensive engineering services in the fi elds of strength calculations, plant inspections in nuclear power, chemical 

and petrochemical plants as well as material and component testing. By means of the Finite Element Method (FEM) the group 

specializing in strength calculations contributes to plant safety and the life span assessment of building elements and components 

primarily from nuclear facilities but also from conventional power plants as well as chemical and petrochemical plants. Here, we 

simulate real and hypothetical situations in order to supply customers with a solid basis to make the right decision between the 

confl icting factors of safety and cost. We carry out qualifi ed safety cases as the basis for an effi cient ageing management. Our service 

includes even more because the results from stress and fatigue analyses as well as integrity analyses can be verifi ed through a 

combination with material and component testing. 

The advantage for our customers: The results from numerical simulations of real or model tests on building elements in a testing 

laboratory can be visually displayed and are supported by measured data and can be viewed by the operator and surveying 

organization.  

 



Plant inspections 2009: 15 completed orders for 
inspections during major shutdowns, 5 new orders 

In the beginning of 2009 we carried out an order for the con-
dition assessment of the supporting structure components of the 
Bleilochtalsperre (a dam) for VATTENFALL. For the VATTENFALL-
power plants Reuter/Berlin and Schwarze Pumpe, Stadtwerke 
Chemnitz, the refi neries PCK Schwedt and MiRO Karlsruhe as 
well as the chemical plants DOW Chemical Böhlen and SKW 
Piesteritz we completed inspection orders for boiler units, pipes, 
turbine components, drums, and fi ttings. Since we have carried 
out work for these plants for many years, we plan the test 
program for the recurring inspections with the operator ahead 
of time. We are also responsible for the lifetime monitoring 
measures in these facilities and can make recommendations for 
the continued operation from our test results. For the fi rst time 
we received orders from E.ON (Thermal Power Station Jena) and 
EVONIK (Wood-fi red Power Station Dresden-Niedersedlitz).
Within the Siempelkamp Group we provided competent support 
for production and quality control tasks (e.g., for Siempelkamp’s 
machinery and plant unit during the open-die forging press 
project for Hunan Goldsky/China and Malyn Paper Mill/Ukraine). 
With damage examinations on power plant components we 
were commissioned 15 times in 2009 (e.g., by VATTENFALL KW 
Boxberg, VEM Austria and TÜV Süd Industrie Service).
For 2010 we have already been presented with inquiries for plant 
inspections and lifetime monitoring tasks during the major shut-
downs of MiRO Karlsruhe, DOW Chemical Böhlen, E.ON Kraftwerk 
Jena and MIBRAG-Kraftwerk Mumsdorf.

Strength calculation for the retaining wall of the Bleilochtalsperre (dam)

Strength calculation for reactor 

pressure vessel head lifting equipment 

Temperature layering in the area 

of a pipe fi tting 

The group specializing in plant inspections also contributes to our services. This group’s core competences 

include: in-service inspections of power plants and their components according to legal requirements 

and guidelines for the lifetime monitoring from proven guidelines such as VGB 509L including a con-

cluding degree of fatigue assessment. We offer our customers from the area of power engineering and 

the chemical and petrochemical industries comprehensive services during plant downtimes. These include 

the coordination of different subsections such as scaffolding, grinding operations, testing and insulating 

as well as the expertise in regard to long-term stability of the used heat-resistant materials and their 

welded connections as well as potential damage mechanisms under operational stresses. These types of 

services are only possible due to the close interaction of the business activities in the groups specializing 

in material and component testing and plant inspection and represent a clear competitive advantage! 

Our creep rupture test lab has more than 50 years of experience. With 145 creep rupture test machines, 

our lab has the largest testing capacity in the area of non-university research institutions in Germany.  
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1989 – 2009: 20 years CARLA 

The review of the melting plant CARLA after 20 years of operation 
has demonstrated that recycling of low contaminated metals 
from the operation and decommissioning of nuclear facilities is 
economically possible. From a 25,000 t (27,558 US tons) molten 
mass half was turned into new containers for the storage of 
radioactive waste. The other half could be decontaminated to 
such degree that it could be used as secondary raw material. 
Thus, we saved space for interim and ultimate storage amounting 
to 24,000 m3. Our demand for recycling solutions from foreign 
countries is growing. Comprehensive decommissioning projects 
in Great Britain, France and Japan will require an economical 
waste management. 

Granulated concrete container manufactured by adding 
CARLA recycled granules

CARLA intermediate product – metal casting

Recycling: resource-conserving recycling management – with sights on

safety and environment

Already at the end of the 1980s Siempelkamp developed a way to make use of metal 

scrap from the operations and decommissioning of nuclear facilities. Limited interim 

storage facilities and scarce ultimate storage possibilities as well as the thought of 

establishing a recycling management in the nuclear industry were the starting points. 

The solution is the CARLA melting plant. In connection with the manufacturing 

possibilities of the Siempelkamp Foundry, this plant offers unique recycling options. 

The process for the metal waste treatment combines safety, ecology and economy 

ideally. Waste material is turned into new products for nuclear applications or can be 

used as secondary raw material outside the area of nuclear applications as long as the 

conditions for clearance are met. Oil-Offshore platform – steel scrap for the GERTA 

melting operation
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GERTA milestones in 2009 

The capacities in our GERTA melting plant are primarily used by 
waste management projects from the oil and gas industries. 
From 2000 to 2009 the GERTA melting unit decontaminated 
approximately 8,000 t (8,818 US tons) of scrap metal from the 
upgrading of the Groninger gas fi eld in Northern Holland. Thus, 
we opened up an ecological and economical disposal method for 
the oil and gas industries which will also make us an ideal fi t for 
future offshore decommissioning projects in the North Sea.

Thermal disassembly of refi nery scrap for subsequent melting in GERTA GERTA – melting operation

Resource effi ciency and savings in ultimate storage capacities are the benefi ts of the unique recycling potential in our containers for 

the transport and storage of radioactive waste. Customer inquiries back in the 1990s motivated us to start thinking about the recycling 

possibilities of metals with radioactivity of natural origin and about chemotoxic contamination.  

We developed special fi lter technology and a single-purpose melting unit. Thus, the procedure of decontamination through melting 

could be successfully used for wastes from the oil, gas and chloric gas industries inside a new melting plant by the name of  GERTA. 
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